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THE WALKER & PRATT MFG. CO.’S NEW FOUNDRY 


at UNION MARKET STATION, WATERTOWN, MASS. 


Among the best new foundries this plant Struction and equipment. The company en- 
is noted for its completeness, and the care nie the happy combination of progressive 
Which has been given to every detail of con anagement, abundant capital, and a long 
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established and inereasing business, in the and comfort of the employees also received 
Inanufacture of stoves and heating appara careful consideration, The work-rooms are 
tus as pleasant as possible: while bathrooms 
In erecting this new plant, the main ad and sanitary appliances are installed which 
vantages to be secured were these: First, exceed in completeness and elegance any 
superior quality of product; second, the in thing previously attempted in foundry con 
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GENERAL PLAN OF BUILDINGS. 


troduction of improved methods not possible struction. The grounds about the buildings 
formerly: third, economy in receiving, land ave tastefully planned, with curving streots, 
ling and delivering materials and finished well-kept lawns, and ornamental shrubs and 
goods; fourth, reduced annual insurance trees, of which over twelve hundred have 
charges and increased safety from. interrup heen planted under the direction of a land 


tion of business by tire scape gardenet 


























HOMES OF EMPLOYEES IN THE VICINITY. 


In carrying out its liberal polieyv, the com The buildings were planned with refer 
pany determined to place its workinen under ence, of course, to the particular line of 
such favorable conditions as would enable work done by the company. Most of the 
them to attain their greatest efficiency in castings produced are small, being parts of 
quality and quantity of product. The health stoves and furnaces, Some large 


castings 
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ire dnade, however; and the heaviest tray The general arrangement of the factory 
cling crane, with its I4-inceh air hoist. lias a buildings will be readily understood from 
capacity of about five tons, the plan on page TH The company has 

The buildings are located on a twelve-acre been careful to provide for future growth; 


lot. With a railroad frontage of about a third laving in its former works experienced the 
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PROBABLE PLAN WHEN CAPACITY IS DOUBLED 


of a mile. Part of the land is low: in tilling | 


trials of successive enlargements not origin 
to grade this land will receive the refuse ma ally foreseen. ‘To ilustrate this point, the 
terial for many vears. Members of the com plan on this page shows the works enlarged 


pany control the adjoining property: and 


to twice their present capacity. Should this 
dwellings built in the neighborhood conform 


growth occur, as the company contidently 

















GENERAL STYLE OF BUILDINGS, 


too ad certain standard of excellence. These expects, the same general arrangement of 
iouses, Which it is intended shall be occupied the departments would probably be retained. 
by workingmen, are conveniently planted Kven with this large inerease of capacity, 
live furnace heat. modern plumbing. and the plant would still | ideal. anid 


" also cil 
MANY conveniences, 


pable of further extension 














SUPERINTENDENT'S OFFICE. 

















TIME RECORDERS. 



































BICYCLES OF EMPLOYEES. 


ROOM, 


A feature of these works is the grouping 
together of departments into a few large di 
Visions, so that superintendence is easy, and 
the necessary oversight is performed by a 
few highly capable foremen, rather than by 
a larger number of overseers in smaller de 
partments, as is usual im many factories. 

The buildings are all of one story, with 
floors built directly upon the ground, over a 
suitable foundation of conerete or asphalt. 
There is no limit to the carrying capacity 
of these floors. except the molding shop 
all the buildings have flat roofs, of 24%-ineh 
hard pine plank, covered with tar and 
gravel. 

Most of the buildings have continuous 
Windows, with brick walls up to the window 
sills. The cupola building. boiler room, en 
gine room and pattern storage buildings 
have brick walls extending to the roof, 

Continuous windows make well lighted 
rooms. The area of glass in these works, 


including the warehouse and storage build 
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ings, is nearly 
floor, and in 


lighted partially by skylights, the 


one-quarter the 


the 


END OF MOLDING SHOP, SHOWING 


molding shop, 











SR ie 


iy if 


area of the is nore tha 
which is 
glass area are located 


DOUBLE ROOF, 


Hoe per cent of the 


in the northeast 


corner 


floor 











area. 
The main entrance, office and sample room 
of 


the 








INTERIOR OF 


MOLDING 


SHOP, 


BEFORE 


COMPLETION 
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VIEWS IN MOLDING SHOP 
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VIEWS IN MOLDING SHOP, 
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PLAN OF OVERHEAD TRACKS IN MOLDING SHOP. 

















VIEW FROM FRONT OF CUPOLA 
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arehouse., All the departments are con or flasks may be piled. The view at the top 
ected with the office, and with each other, of page 197 shows the end of the molding 
y a telephone system with ten stations. shop and the “twin construction of the 
All employes register their entrance; the building. The view at the bottom of the 

Was made before the foundry 


Sane pase 


our and minute being stamped upon time 



















































CARRIAGE USED ON OVERHEAD TRACK, 
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enrds by automatic recorders. All work Was occupied, and shows clearly the in 


) neh eNXcepl the 
time of leaving the works. 


molders register also the terior construction of the roof, which is sup 
ported on steel trusses. ‘These trusses and 


nad wrought iron 


inside the buildings are painted a light buff 


Provision is made for racking the bieveles all the structural cast iron a 


of the workmen. 








“EVOLUTION” IN CARRYING IRON, 





HE HAND LADLE THE BULL LADLI THE BUGGY 


THE TROLLEY. 








double building. color. instend of the conventional “founds 


The molding shop is a 

actically two pitch-roof buildings placed red.’ The roof is of Georgin pine plank, 
side by side without any partition between slated Inside, the roof is) painted white 
lem except a low brick wall which serves With water paint. 

to divide the floors and against which sand he entire floor and vangways ins this 
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tbholel cy Oop are of coherete The vany Che interior views of thr molding shop 
WilVS aie ehit feet wide, an inel and a halt show the overhead track which is used f 
below the level of the molding tloors A onvevinig heavy loads about the Works 
Wrought iron baris set in the conerete at all In the molding shop this traek is used fo 














VIEW OF CHARGING FLOOR 





saneway edges to sharply detine and make carrying all the melted tron to the molders 
perinanent this difference of level Phe and has proved to be very satisfactory. This 
ticle lhe Shop Ss extremely well lighted 1y\ = believed to be the only stove foundry 
e large and high windows, and by sky the country in whieh the melted ol is 
vlits in the root A large proportion of the handled 
Tlie thers | livboonr lls W rk of Stove Thiele] 

















FOREMAN’'S OFFICE-—StiowinaG Th IN MA‘ 














his hitherto been the carrvving of mel 


rok to ( oors Ith this founds 


Tlie thon (head ‘ OUNPEPATEVOTS usSkilled: perfor this w 


ville ! i ft adel well diffused ihn e qualitve of the molders’ output is 


thi duced ! eased live ET te 
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nH SO pound ladle. carry all the melted iron ficient tlme to make the pieture but in this 
lich comes from the cupola at the rate of foundry sinall hand ladles, of 50 pounds ea 
en to twelve tous per hour. pacity, are used almost exclusively to re 
In the view at the bottom of page Td is ceive the irom from the trolley ladles.  Shial 
- 
STOCK HOUSE, WHLERE PIG IRON, COKE AND SAND ARE KEPT UNDER COVER 
ow] Soe pound ladle suspended from low pans of sheet iron led with sand and 
ove esta] rok cleliy lhe melted ron supported on short feet il placed at intel 
yar “bull” ladle on the floor, Phis “bull Vals in the gangways during pouring time, 
ladle was used to give the photographer sut and the SOO pound ladles are stopped directly 
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INTERIOR OF STOCK HOUS! 
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over these pans. The pans catch any iron 
Which may be spilled, and also serve as rests 
for the small ladles. 


The overhead track is a ten-inch I beam, 


Weighing 25 pounds to the running foot, sus 


The carriages run on the lower flanges of 
the I The 
treads of the wheels are machined to insurs 


beam, and have four wheels. 


smooth running, and are beveled to fit the 


slant of the 1 beam tlanges. The wheels ar 

















INTERIOR OF 


pended 9 feet clear above the floor. This is 
a very heavy and substantial track, with 
such stiffness that the supporting hangers 
may be twenty feet apart, except at curves 


and switches. 











STORAGE FOR BOILER COAL, 








STOCK HOUSE, 


iron, but the castings which form the 


east 
carriage are steel. Shocks on carriage and 
track are lessened by spiral springs, one un 
der each pair of wheels. 

The charging floor is being 


very roomy, 














SAND DRYER, 
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designed to serve two cupolas. It is of con 
crete over brick arches, supported on heavy 
steel beams, about fifteen feet above the 


foundry floor. The pig iron and fuel are 
raised by a 3,000 pound hydraulic elevator. 
No weighing is done on the charging floor, 
as the cars serving the cupola are all loaded 
and weighed in the stock house, a separate 
building where the pig iron, coke and sand 
are stored, All the charges for the day are 


placed on the charging floor, on cars, before 
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CONSTRUCTION OF CUPOLA, 


the blast is put on. The cars are of stand 
ard weight, and a tare weight is used at the 
scale and only the net weight of each car 
lond is recorded. 

The cars have roller bearings, and are 
very easy to handle. The cars for pig iron 
carry about a ton; two charges of about half 
a ton each. The cars are designed for use 
only on straight track, with turntables at 
turn-table in front of 


angles. There is a 


the cupola, so that while unloading, a car 
nay be turned to the angle most convenient 
for the cupola men. 

The stock house, where pig iron, coke and 
sand are received and stored, is about fifty 
feet from the cupola house, and is placed at 
a lower level. The tloor of the stock house 


s nbout seven feet lower than the floor of 


the foundry. The principal reason for plac 
ng the stock house at a lower level was to 
lake it easy to unload materials from rail 
road cars. This building is 140 feet long 
With a railroad track on both sides, so that 
there is available for unloading at one time 


“SO feet of track. 


The pig iron, coke and sand are conveyed 
to the Gupola house, on cars, through a sub- 


way, or tunnel, thereby avoiding a grade 
crossing With the railroad siding. The floor 
of the tunnel is built with one per cent down 
ward incline toward the foundry, so that the 
loaded cars are run mainly by gravity 
through the tunnel, 

The interior of the stock house, except at 
the end reserved for pig tron, is divided into 
bins 10 feet wide, with a turn-table at the 
entrance to each bin, so that the cupola 
cars may be run directly into the bins if, de 
sired, 

In the section of the stock house in which 
stored, coils for drying 


molding sand is 


sand are installed It is, we believe, the 
practice in leading New England stove foun 


dries to dry the sand for stove plate and sift 

















CUPOLA CAP 


or bolt it through a very fine screen. In this 

foundry the screens used are very tine, hay 

ing about 900 openings to the square inch. 
At one end of the stock house is the pit 


for boiler coal, connected with the boiler 
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rool by a short tunnel or subway similar of the core shop. ‘This depressed pit is) in 
to that between the stock house and the the cupokt house, on the opposite side of the 
foundry wall from the core shop. and is accessible 

The illustration at the top of page 2OG is for cars to carry coal to the core oven fires 

















VIEW IN CORE SHOP, 


a view in the core shop. looking toward the and convey away the ashes, By this con 
core ovens, of which there are two. These struction, which is admirably adapted to the 
ovens are 13 feet long inside, are built) of plan of the cupola house and scheme = for 
two eight-inch walls. with a two-inch space handling all materials, the coal ashes and 


dust are kept entirely outside the core shop. 











The temperature of these ovens, Which 
\ CHANNEL FORMING FRAME ranges from jo degrees to 425 degrees, ac 
\ OF CAR cording to requirements, is regulated by oa 
{ 1 thermometer, 
1 i a aaa Beside these two core overs there is oa 
CASTING 
f P = Yo \\ third oven, whieh opens into the cupola 
Q A ee) )™ house, and is used for drying ladles, 
- eal ‘a iy All these are down-draft ovens, There 
. oi \ ; / are tlues in the floor of the ovens, covered 
S / by cast iron plates, some of the plates hav- 
ing grated openings through which the 
TRACK smoke is drawn downward into the flues, 
— We hope to tually illustrate these ingeniously 
DIAGRAM OF ROLLER AXLE, planned ovens in oa hiter issue, 
ren An interesting feature of the ¢ ‘Ove 
wetLweel en filled with mineral wool. The sida : ; - : ore oven 
es are coblsice rirbody below The level] of the Cars Is the absence of closely fitted axle 
floor of the ovens, and are reached bvoa pout hoaxes The cars have, of course, ons il lim 


in the rear about 7% feet below the floor ited movement of twelve or fifteen feet in 
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\ 
and out of the ovens Phe axles roll unde ho Inachine work is requires Cars made in 
the cars instead of turning in tight boxes this way are moved easily 
This form of axle bearing requires no oil On page 2OT are views of the molders’ 
It is cheaper than the closely fitted box, as Wash-room, or lavatory This room is about 








VIEWS IN 
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208 
105x35 feet. The upper engraving is a view 
looking east, 

The 


of the absolute cleanliness which prevails in 


the lower a view looking west. 


upper illustration gives a good idea 


this establishment. White paint has been 
freely used and the fixtures in the lavatory 
would do credit to most first-class hotels. 

















“SHAVING” THE LAWN. 

The lower illustration shows the eighty 
separate lavatories, one for each  molder. 
New England stove molders are accustomed 
to a daily sponge bath after pouring off. 
Each of these eighty closets or rooms. is 
about 3x5 feet, has hot and cold water, a 
closet with Yale lock for street clothes, a 
folding seat, and a rack to stand upon. The 




















LAVATORY IN MOUNTING SHOP, 


closets are of cypress, varnished. There is 


a space for 100 closets, 


an 
oO 


do hot 


Lut only SO are built 


at present. doors of the closets, being 


all open show in the illustration. 


The 


snows the 


engraving at the top of 200) 


This 
ti 


floor of concrete, W ith deep opel 


page 


floor plan of the closets. 


room has 
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gutters at the back of the closets to carry 
off the dirty water. 

The company has devised a novel arrange 
ment of wash basins, which is well adapted 
for use. A set of 


shown at the right, on page 2ZOS, with one of 


factory these basins is 


the basins taken down and placed upon the 


floor. These basins are of Gast iron, white 


enameled. They are hooked upon a heavy 
that if a 
broken, it can be instantly lifted off and an 
substituted. The pipes 


the 


iron frame, so basin is defaced or 
other 
cold 


cets at proper intervals, over each. 


for hot and 


water are above basins, with fau 


The ba 




















WASH BASINS. 


sins drain into open gutters of sheet copper, 


one on each side of the 


frame. One trap, 
at the end of the frame, is all that is neces 
sary. Handsome plate glass mirrors are 


ranged above the basins. Powdered soap is 
This 


basins is simple, attractive, 


furnished in canisters fixed in place. 
arrangement of 
requires little care, and is not expensive. 

At the foot of page 20S is shown a set of 
these basins, used in the 


sixteen of mount 


ing shop. 


The elaborate arrangements which the 
company has made for the comfort and 
health of its employes have been the sub 


ject of much comment among foundrymen. 


A gentleman 
but 


they 


Mr. Walker says that the nearest 


has asked if have a bar 


ber, 








ee 
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MILL ROOM OR CLEANING ROOM, 


approach to the barber is the man who of barrel. Three are square, with wooden 
“shaves” the lawn. staves, and the other nine are round, with 

In the cleaning room or mill room are 12 bodies of boiler plate. The diameter of these 
exhaust tumbling barrels, made by the com round bodies vary from IS) inches to 356 


pany, somewhat simpler than the usual style inches, and the thiekness of plate iron is 
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DIAGRAM OF TUMBLER CONSTRUCTION, SEPARATOR, 
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VIEW IN MOUNTING SHOP 
7-16 inch on the 


» largest size, and 3-S 


inch on no gear wheels, and only one beit for an en 

the other sizes, tire line of barrels. \ shaft in the rear 
The tumbling barrels are supported on the Which runs continuously carries 7-ineh pul 
outer edges of their cast iron heads. They levs or wheels, two for eacl unbler. Each 
night be caled friction tumblers. There are barrel is supported by the rim of its cast 











VIEW IN MACHINE SHOP 
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iron head on two of these pulleys in the rear, 
and two idle wheels in front, four supporting 


wheels for each tumbler, 


[AE FOUNDRY. 


raises the tumbler off the wheels of the rear 
shaft, say quarter to half an inch. The shaft 


on turning, but the barrel stops. 


keeps 
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PLAN OF PATTERN SHOP. 
The front wheels have flanges, which keep There is very little machine work on the 
the barrels in place lengthwise. Any barrel tumbling barrels. The cast iron heads are 
is stopped by a lever mechanism which just as taken from the sand. They are made 


flange to receive the plate iron body. 


with a 















































VIEWS IN PATTERN SHOP, 
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OUTSIDE VIEW OF PATTERN BUILDINGS 


and each pair of heads is held to 
with the body between. by four or t 
inch tie rods. 


each tumbler through a four-inch pi 


carried to a centrifugal separator, 


gether, which the 


ive 7-S rels handled by a two-wheeled 

Irom the 
The sand and dust are exhausted from to the next 
ve, and and racked; 


from mounting shop, where t] 


refuse is removed 


cleaning 


building, 


thence t 


ith special bar 


‘° sorted 
machine shop or 


‘oe ussermbled to 











INTERIOR OF 


PATTERN STORAGE 





BUILLDING 
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make completed goods. The polishing and The plan of the pattern shop is arranged 
nickeling department, also the tin and sheet for easy oversight on the part of the fore 
iron shop we are obliged to omit for lack of man. The office and drawing room are so 


space. located that the foreman from his desk com 


























ENGINE ROOM BOILER ROOM 


The pattern department is located north mands : iew of all the rooms under his 
of the molding shop (see plan, page 194), cure 
and comprises two main buildings: the con The pattern storage building is equipped 
struction building, with its subdivisions for With spacious Shelves supported on iron 
wood patterns, iron patterns and thasks, and frames, All the iron work in this building 
the storage building, divided into three sec i painted clear white. Automatic fire doors, 
tions by tire walls, for the care of patterns with extra tire doors to be closed by land, 


and mold-boards. protect the openings through the tire walls. 














VIEW IN WAREHOUSE, 
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The engine room and boiler room are also There is a duplex fire pump of a capacity 
}. shown. In the engine room, besides the of 1,000 gallons per minute, drawing either 
ain automatic cut-off engine, are the elec from the town supply or a pond in the 
tric lighting generator, with direct connected grounds. The fire protection in this plant is 


7) horse-power engine, positive blower for — especially good. All the buildings, except 

















VIEW IN WAREHOUSE 


cupola, belted air compressor, direct air the molding shop, cupola building and stock 
colMpressor, and engine for the heating and house are fully equipped with automatic 
ventilating fan. All the machinery in this 9 sprinklers. There are eleven yard hydrants, 


plant is new, up to date, and the best that 





could be purchased. 


























VIEWS IN SHIPPING DEPARTMENT 





There are three boilers, only two of which hesides four on the adjtcent street. The 
are used at any time. In this room are also towh water pressure stands on all these 
the boiler feed and water heating appliances, hydrants at all times. ‘here are three hose 
elevator pump, ete. The water for use in houses like that shown on page 21S, which 
the plant is obtained from a system of driven are models of completeness. There is also 
wells, a house with spare hose reel. The entire 
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equipilent iIneludes about L500 feet of hose. 
With this splendid installation of fire ap 
paratus the company is in a position to se 


cure the very lowest rates of insurance; 





rik LATEST PRODUCT OF THIS FOUNDRY. 


less than fifteen cents per year on each hun 
dred dollars of insurance. Besides the ad 
vantage of low cost insurance, there is the 


almost absolute certainty that the business 








one is impressed by the order and neatness 
Which prevails. Railway cars may be loaded 


at one side of the warehouse, while wagons 


are loaded within the building, in pits which 











PACKING FOR EXPORT, 


bring the wagon body level with the floor. 
There are many details of this plant which 
cannot be described for lack of space. The 


flask sheds, shown on page 218, are models 








VIEW IN WAREHOUSE. 


of the company with its customers will not 
he interrupted Dy fire. 
Entering the warehouse for the packing. 


storing and shipment of completed goods 


of heathess. Everything possible mbout the 
plant was made of iron, even the posts of 
the fence, which is shown on page 218. This 


fence, six feet high, with two lines of barbed 


—S =<. 2, °° 4 °°. ——o 
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VIEWS OF BUILDINGS 
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FLASK SHEDS. 


Wire, secures respect from. trespassers, al 
though the company has) fenced only as 
much of its vard as was absolutely neces 


sary, and is always glad to welcome visitors. 


\ press report says: On June 10th, the 
Poughkeepsie Tron Works, known so long as 
the upper furnace, will be started in full 
blast after a long period of idleness. Three 
hundred men will be employed, and the 
products of the works will be greater than 
ever, In the early days of the upper fur 
nace the men emploved were nearly all of 
the Trish race. The reopening of the fur 
nace Will show a complete change in the 
class of workmen. During the past few 
years Immigration from Treland, so far as 
Poughkeepsie is concerned, has almost 
ceased, Now the tide of immigration is 
from: Poland, and the number of Trishmen 
nas diminished greatly. The furnace will 
be filled with Polack Inborers, whose fami 
lies are how occupying the tenements in 


that part of the city. 








HOSE HOUSE. 














FENCE WITH IRON POSTS 








OUTSIDE VIEW 








OF WAREHOUSE 
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Trade Outlook. 


This is, normally, the midsummer holiday 


season, When everybody, ccept editors, 


observe | 
kor 


July ar 


takes a vacation But it is being 


in a very abnormal fashion this year 


many years past, when the Ist of 


rived. the sigh 


Inanufacturer has breathed a 


of relief and stuck up a placard over the 


shop entrance something ke this: “Closed 
for Inventory an@ Repairs.” 

It was not a lie; repairs were necessary. 
and the annual inventory had to be taken; 
and there was nothing said about why the 
shops remained closed so long after these 
Operations were finished! 

Pe-day operators generally are keeping 
very quiet about summer vacations, hardly 
daring to mention the Fourth of July! And, 
as tor repairs, they can be made while the 
shop is running, you Know! The spirit of 


strenuous endeavor’ the indus 


POSSESSES 
trink world, and production is running neck 


rhe neck witl the latter fresh 
the 


former is panting badly and looks worried. 


COnSUMIpPtioOn, 


wnd crowding to greater speed, while 


Large as is the general foundry tonnage 


ut the present time, it would no doubt ex 


pand much more rapidly but for two things, 


e., scarcity of material and of workmen 


Scarcity of material at a time like this is 
a’ serious misfortune, but searcity of men 
can hardly be so called—for, if the whole 
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porulation is fully 


\W ished * 


cmiplove What more 


could be 


We eXpre ssead thre belic £ ole tlhe neo, 


tiat iron would reach the S20 mark before 


the end of this year. Some small lots have 


heen purchased by concerns in special need 


this. No. 


ata price somewhat higher than 


~ coke iron is quoted at S.50°> in 


With every indication pointing to a still fur 


ther lherease, In fact, the immediate 


possi 


ble supply seems no nearer equaling the de 


bila has for 


this 


than it some tine nnd 


past, 


so)6clong oats condition shall continue, 


prices will certainly continue to rise. 


The situation with iron founders is rapidly 


growing better closing out of old 


With the 


centracts, based Upon the much lower price 
of iron ruling in the early months of this 
year. Reports from widely separated peints 


indicate litthe or no dithiculty in getting fair 


prices for foundry product. While there is a 


pretty general expectation of a reaction 
from the hyper-buoyant industrial condi 
tions, still, there is no evidence of inclina 


tion anywhere to precipitate it, but, on the 


contrary, everybody is pushing forward as 


if inspired with unbounded confidence in 


the continuity of the prevailing activity. 


And, exactly because this is so, than 


lore 


for any other reason, the expected contin 


untion of prosperity will be realized. 


Sandiless Pig Iron. 


At the meeting of the Pittsburg Foundry- 
April 24, Mr. 


the foundry 


Inen’s Association, on Moran, 


foremank of department of the 


Keystone Bridge Company, of Pittsburg, in 


discussing the question of iron, 


sandless pig 


said: “The pigs would break in two or three 


in unloading, and, altogether, the material 


did not have an inviting appearance, analy 


sis having to be relied on in gauging the 


iaterial.’ 
Dr, Phillips, engaging in the same discus 


sion, said: 


“It required several drops from 


a hight of 9 feet to break the pigs. 
In the case cited by Mr. Moran the iron 
Was evidently brittle and broke with extra 


ordinary ease, while in the case cited by Dr. 
Phillips the iron 
difficult 


Every 


Was very tough and 


Was 
to break. 


foundryman knows, o 


ought to 


know, that a very soft iron will be 


strength 


ened by chilling, and that a very hard iron 


Will be weakened by that process. Llron hav- 








ing a certain sized grain is stronger than it 


would be if the grain were either finer or 


coarser, therefore, the coarser grained iron 


would be stengthened by chilling, while the 


finer grained iron would be weakened. No 


doubt, both Mr Moran and Dr. Phillips are 
But, Mr 


that 


perfectly uware of fret. 


Tiiis 


Moran's remark, in connection, analy 


sis had to be relied on in gauging the metal, 


is very misleading if he means that the frac 


ture of the chilled pig is not so accurate an 


indicator of grade as in the case of a sand 


fi for, as a matter of fact, the chilled pig 
ean be graded with far greater precision 


chill is to cause more rapid sol 


than the pig that was cast in sand beds. 


idification, preventing im oa large measure 


segregation of the metalloids, and because 


Of this the 


resultant casting will have a com 


paratively tine grain. 


Remelt this casting and pour it into a dry 


sand pig bed and let it cool slowly and, in 


he case of foundry iron, it will have oa 
Coarse L2LTain 

It is probable that im molten iron the met 
dlloids are chemically combined with it. 
Without reference to whether the iron was 


previously chilled or not. Chilling does not 


eliminate any of the metalloids, and its 


chemical and physicai effects are entirely 


neutralized by remelting. A casting made 


have the same charac 


hard 


from chilled pig will 


teristics that it would have if the pig 


hot been chilled. 
THE MELTING RATIO. 
\ir. Moran said that in using the sandless 
pig iron, the melting ratio had been reduced 


o one to sSiX Or 


reduction 


sevel, showing al 
in fuel We did not suppose that anybody 
used more than one of Connellsville coke to 


Evidently 
12 or 14 to 1. 


six of any kind of iron. every 


body has not yet got to melting 


Indeed, there must be an extraordinary 


amount of sand on iron that cannot be melt 


ed good and hot in the ratio of one to SIX; 


und, in view of the fact that nobody has 


any difficulty in melting any kind of iron 


aut this ratio, and that many use considerably 
less coke, even when melting sand pig, there 


will have to be a considerable gain over the 


ratio cited before it can be taken as evidence 


that sandless pig is easier to melt than the 


other kind. 


The Newburyport, Mass., News, of May 


24+, says: “The immense pile of iron that has 
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heen stored on the ferry wharf for the past 


venr is being shipped, and the junk men 


are reaping a harvest, as it is reported that 


the price of iron has advanced!" Now this 
is just what we have been expecting for 
some time past. The News very cireum 


spectly refrains from assuming any respon 
sibility for the rumor; mark, it merely states 
that “it is reported that the price of iron lias 
We 


and we 


advanced.” Claim to be conservative 


ourself, would not wantonly give 


circulation to a statement that might mis 


lend, but. as said above, we have long an 


ticipated a strengthening (so to speak) of 


the iron market, and we should not be at all 


surprised if. an investigation should prove 


fact. We 
a trade journal dealing exclu 


the alleged rumor to be based on 
nus editors of 


sively with metal founding, have been, we 


Inay sav. in pretty close touch with the iron 


industries right along, and we are free to 


confess to our esteemed contemporary, thy 


News, of Newburyport, Massachusetts, that 


from what we have observed of the general 


trend of things for many months past we are 


constrained to give credence to the alleged 


report that the price of iron has advanced! 


‘“‘Car and Foundry’’ Stock. 
The 
June 


“Henry W. 


New York City 


19 says: 


Mail and Express of 


Poor, of the firm of Poor «& 


Greenough, who financed the car and foun 
dry combination, said to-day that the de 
cline in the stock this week to a figure rep 


resenting a loss of nearly 25 per cent on the 
original subscription was caused by liquida 
holders who have 


tion on the part of small 


them on margins 
like all ot! 


bought 


holding 
Chis 
Mr. 


for speculative purposes at) the 


become weary of 


and are selling out. stock, 


the industrials, said Poor, was 


high price 
When there was so much speculative enthu 
siasm. There is no reason, however, for a 
further decline in Car Foundry, as the shares 
are going into stronger hands. Mr. Bixby, 
president of the company, and several of the 
directors are in the city to-day and are tak 
ing the stock in good amounts.” 

So the “into 
deal 


of the big fish eating up the little 


shares are going stronger 


hands.” This sounds a like the 


good 
old story 
fish. If the stock is worth 25 cents and was 
sold by the “stronger hands” for 100 cents, 


and shall be bought back for 10 cents, it'll 








thu 


Ares 
v by, 
the 
tak 


little 
was 
ents. 


it’ll 
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e quite a nice litthe deal for the “stronger 
ands!” 

By the time the consolidation schemes 
all have been all worked out to comple 
on, including the “sifting™ process, where 
y the “incompetent and weak” are elimin 
ted from the board of industrial manage 
lent, giving place to the strong, able and 
herefore rehable; that is to say, when the 
vise and strong shall have plundered the 
verk and foolish so far as they can, it is 
wssible, but not at all probable hat the lat 
er will realize the fact that they have been 


eulled 


Personal Equation in Chemical Analysis. 

If the “personal equation” produces a dif 
ference of O20 per cent silicon, O40) per cent 
sulphur, Q.0O47 per cenit phosphorous, and O.040 
‘titanium, the 


pel cent li dbaivses of 


rom by several different Chemists, all oper 
iting Upon the same sample of well-mixed 
drillings, what assurance have we that all 
chemical analyses are not misleading. Prot 
Wim. B. Phillips. in an article in the Na 
tional Industrial Review, says that (in chem 
ical analyses) “variations are bound to o¢ 
cur on account of the personal equation.” 
He presents tables showing the above vari 
ations and charges them to personal equa 
tion, The variation here shown, in the case 
cited, “represents a difference of more than 
SGoa ton in the value of the iron, for instead 
of being special extra low phosphorus iron, 
it is but ordinary Bessemer.” 

It would seem that the personal equation 
in chemical analysis is much like the per 
sonal equation in the production of a cast 
ing. One molder, A, will turn out a casting 
like the pattern, approximately perfect in 
every detail; another molder, B, working un 
der the same conditions, will add some blow 
holes and scabs that are net wanted 
\gain, A w 


Il produce a good easting to-day, 
and to-morrow, working under the same ex 
Iraneous conditions, a bad one. Undoubt 
edly the difference here is due to personal 
equation In the case of the molder, we 
know when the man is at fault, but, who 
knows when the chemist is at fault’ 

All truth is extremely simple. Whenever 
a cumbersome, hardly inanageable and gen 
erally incomprehensible system is set up, 
ignorance is at the bottom of it. The per 


sonal element cannot be eliminated from 


foundry practice, either in the department of 
chemistry or of mechanics: but this is sim 
ply a form of statement, namely, that foun 
dry processes do not proceed automatically, 
au overy gratifying circumstance to most of 
us, Who depend for employment upon the 
demand for the personal clement But there 
are a great many things that we can do to 
reduce to the minimum the chances of fail 
ure, or of loss, and it behooves us to look 
nhout and see just what these things are, 
vnd to apply them in practice at the earliest 
possible moment 

In the mechanical department of found 
ing. the molder often does things that) he 
well knows he ought 1 to do, and he fre 


quently omits doing things 1 t he knows 


ought to be done. Now, t needs no argu 
ent to prove that if his errors both of com 
Mission aha of Omission il been avoided, 
ix degree of success Mild have Deen com 


ensurately greater ln short, the most 
successful molder is he who strives to know 
how to do, and then does s best to meet 


the requirements The obstacles to success 


in iron founding, outsick e personal ele 
nent, are many; and he who eliminates the 
greatest number of these, ceteris paribus, 
will nchieve the highest degree of success. 
If the sand used is of such character that 
only the most skillful molder can use it with 
safety, then change for a better quality of 
sand at the earliest) possible moment. If 
vou think vour sand is not of the right tem 
per, make it right before vou begin the mold. 
If you are in doubt as to whether a certain 
part of the joint will crush, lift the cope and 
examine it. If vou do not know that vou 
have enough iron to fill the mold, find out 
before you begin to pour, ete... ete... ad in 
finitum. So much for the mechanical de 
partment. Now for the department of chem 
Istry. While we Gannot eliminate the per 
sonal element, we can take effective mens 
ures for determining how much that. ele- 
ment amounts to. namely, by the use of 
standardized drillings Let us concede that 
a certain latitude as to results is permis 
sible, and then have your chemist analyze 
standardized drillings and, by comparing his 
results with the recorded average you will 
be able to weigh the “personal equation” 
over against his efficieney, and come to an 
intelligent conclusion as to whether you had 
Accord- 
ing to all accounts of the chemists them- 


better change irons or—chemists. 
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selves, their processes are none too certain, 


Which is the strongest kind of argument in 


favor of standardized drillings. This is the 
simple and effective means for reducing to 
error in chem 


dificult 


the minimum the chances of 


ical analysis. There is nothing very 


in the matter; all that is needed by either 


the molder or the chemist is the Constant ap 
deal of Common 


selise. 


plication of a 
We know, at 


good 


that human nature 


the outs oc 


is weak and burdened with imperfections; 


but, if we will but “round up” and eliminate 


in detail these imperfections, we shall have 
in the main pretty smooth sailing. 
A Letter From Mudville. 
Mir. Iditon 
Can vou refer me to any generally recog 


nized authority on cupola construction 


Whose decision would settle a dispute as to 


the proper height for tuyeres, that is, the 


proper distance from: the irom bottom to tuy 


ere holes in the caisson? 


lam foreman of a foundry here, and my 


employers know but little about the prac 
tical part of founding, and, for this reason, 
When nbout LWo years ago, they decided 


to put up a new cupola, they sent me over to 


the boilermaker’s to tell them where to lo 


cate the tuyere holes, 
The 


and 1 told them to locate the tuyere holes so 


shell was to be 60 inches dinmeter. 


that the bottom would be just 14 inches from 


the bottom edge of the caisson. This was 


done, and after the cupola had been set up 
in the foundry, and we were preparing to 
line it, one of the bosses came in and looked 


it over for a few minutes and then gave a 


kind of a start, and exclaimed, “Great Scott, 
man, are thrusting his 


“Yes. sir: 


these vonr tuyveres 7° 
hand into one of them. Lo said, 
aint they all right?’ 

“Why, no 
Ine have your rule—14 incives; six inches too 
low! What are 


“By what rule,” 


how high are they—here, let 
you thinking about?” 
said I, “do vou make out 


that they are too low?’ 
“Rule! domt vou rend The Foundry 7° 
“yes; 1 
month.’ 


an article in it, 


said, “L read it) through every 


savs he, “ve just been reading 


bearing internal evidence of 


erudition in the writer, who states, with a 


confidence, born, no doubt, of familiarity 


with his subject, that the tuyeres should 


be, in a cupola of this size, at least 20 inches 


above the iron bottom of the cupola!’ And 
he looked at meas if he would like to say: 
"What ia blasted 


mean 


fool we've got for a fore 
Well, of 


modern foundry 


and went out. course, | 


knew that practice Was not 


What it used to be. and, sinee T had 


hevel 


seen a cupola knew 


With tuyveres so high, I 


that T should not be able to convince my 
learned emplover that his erudite writer was 
There 


practice and common sense on my side, and 


in error. Was nothing but general 


go. at least with the 


neither of these would 
senior partner; but the junior partner liadin't 


passed on the question vet, and T allowed 


Pad be able to convinee him that the old) main 
Was “off About half an hour later To was 
out in the chipping room when “the boy" 


came in and said Mr Smith wanted to see 


Ine in the foundry, Smith was the junior 
partner and TL caleulated that if T got at him 
before the old did. lad be 


him up. Mere Smith is a 


man able to fix 


youns Tah, vers 


enveful of his clothes, and careless of his 


As I 


who ordered them tuveres put 


grammar. walked up to him he said, 


“Say, Bucks, 


‘way up thre?’ Tt tlashed into my mind at 


once that he thought them too low, and this 
was a chance for me to play him against the 
‘Well, I didn’t think 
fourteen inches would be too high.” 

He looked at me kind of scornfully for a 


few seconds, and then he says, “Say, Bucks, 


old man: so I 


SHVS, 


I thought vou read The Foundry.” 
I snid, “I do read it, Mr. Smith, but 
area good many different opinions expressed 


in The Foundry, and it’s hard to tell which 


there 


is exactly the right one sometimes, espe 


cially if 


I came mighty near getting my foot in it; 


“especially if vou don't 


I was going to Sily, 


kpow much about the business yourself.” 


but fortunately T had to sneeze just then 
and before TL was fixed to finish that sentence 
diplomatically, he chipped in: 
“Must be 


hottom of 


you rend it upside down: the 


them tuveres ought to be just 


eight inches high; that'll give an average 


depth of five inches above the sand bottom. 
The way vou've got them itll take a carload 
bed' You'd 


here and have 


of coke for ver better git the 


boilermaker over him fix it 


right before you start lining up.” 
Well, | began to feel better: the old 


didi't 


dlespised me because I know enough 


and the 
didn’t 


to locate the tuyeres higher up, 


young man despised me because I 








nee 


the 


ust 


onli 
ond 


the 


ian 


migh 
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snow ehough to put them lower down! As 
good luck would have it, the old) nan came 
sailing im just here, and I calculated that if 
| could get them both to stick to their texts 
t would let me out ail right. 

“Say, Smith.” says the old man, as he 
ame up, “What do you think of those tuy 


eres?’ 


“Too blame high; itll take 

“What, too high!’ 

Smith started, and looked dazed for a sec 
ohd, but he came to all right. 

“Too low, | mean; the jiromll be running 
into the tuyeres and 

“OL course,” says the old man, “get the 
boilermaker up here, Bucks, and let's have 
those tuyeres right before we line up.” And 
they both went out together, and I put on 
Ivy coat and went home. Next lmorning 
about Y oOGlock Smith drove up to the house 


to see if 1 was sick. I told him | w;: 


s, but 
he seemed to understand the situation. for 
he says, “Jump in and go down to the shop 
With me; the old man was “off about them 
tuyeres, and you and To was right; we'll just 
leave “em where they are. The old man's 
gohe away and won't be home for a week, 
and if he kieks when he comes back Ul 
stand between ye.” 

About six weeks later the old man came 
in for the first time, and we were right in 
the midst of a heat, and the good hot iron 
Was pouring out so fast that we had to hustle 
lo take care of it Ile watched it for a few 
Ininutes, and then coming up to where | 
stood, he folded his arms across his breast 
and said: “Mr. Bucks, our new cupola is 
Working most admirably, T perceive.” 

That “Mr. jarred me a little, but I didn't 
let on 

“Yes,” L said, “l pever saw one work bet 
ter.” 

“Some time ago,” said the old man, “I 
read an article advocating the location of the 
tuyeres twenty inches above the iron bot 
tom. It was evidently written by an edu 
cated gentleman, for in a portion of his ar 
ticle he employed chemical terms with great 
precision and aptitude, and altogether he im 
pressed me very favorably. But in the next 
issue of The Foundry, appeared an article 
by a practical foundry foreman. While this 
article was couched in terms less precise, 
still the writer’s meaning was invariably 
plain. He severely criticised the former ar- 


ticle, averring that tlie coke bed would 
necessarily be so deep in oa cupola whose 
tuyeres were 2O inches hig! 


li Jus to enuse a 
great Waste of fuel. You see, Mr. Bucks,” 
he continued, “when the tuveres are high 
enough to enable the cupola to hold as much 
melted iron as will be required at a single 
tap, the bed of fuel will be amply sutticient 
to melt the iron, and to heat it to the re 
quired temperature. Now, Mr. Bucks, if the 
tuyeres were higher, the bed of coke would 
of course have to be deeper, and it requires 
ho extraordinary intelligence to perceive that 
this excess (as it may be termed) would be 
entirely wasted, and that the waste would 
continue throughout the hen 

Hlere the old man threw his head back, 
straightened up and looked at me through 
his spectacles, as if to see if L comprehended 
him, 

I said, "Phat sounds very reasonable, and 
I wouldn't be surprised if that was the rea 
son that most foundrymen kept their tuy 
eres low down.” 


“Exactly!” exclaimed the old n 


nh. bowing 
toward me with a look of pleased recogni 


tion of This inteiligence 


“Exactly so, Mr. Bucks: Vou see the force 


of my arguinent L had some dithiculty in 
inaking it clear to Smith Smith.” said the 
old man, tapping lightly wi the index tin 


ver of his right hand upon the palin of the 
left, “Smith has never made the close study 
of foundry practice that T have, and, as a 
COnSeqguUuehce, he does not follow a discussion 
of a question of this character: with that 
comprehensive grasp of the inter-relations of 
the emphasized points, so essential in order 
to the tinal solution of the problem.” 

I leaned on my other leg and opened my) 
mouth preparatory to saying something if 1 
should be so lucky as to think of some 
thing to say, When the old man leaned to 
wards me, placed his finger against the 
buckle of my suspender, and, canting his 
head, looked at me sharp, over the corner of 
his spectacles, and said: 

“You need not change the location of those 
tuveres until further notice, from me, Mr. 
Bucks from me.” Whereupon he pushed a 
little harder against my suspender buckle, 
threw his head back, and looked at me from 
under his spectacles. 

I had the presence of mind to say: “Oh, 
no, sir; I assure you I’l never change them 
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without express orders from you.” And 
then he left me, 

After he had gotten out of the shop, so 
that he could not see me, L began to smile, 
and | said to myself: “Bucks, old boy, never 
argue the point with your employer; but just 
publish your 


argument under the nom de 


plume of “Practical Foundry Foreman” in 
his favorite trade journal! For that is ex 
actly what IT had done. I was the author 
of the article that the old man had been 
explaining to me. 

“MR.” BUCKS. 


Holes in Cast Iron. 


I} A. WITCOMBE, 

I read an article in one of the trade jour 
hals some time ago in which the writer ridi 
culed the idea that a hole in a piece of pig 
iron would reappear in a casting made from 


it. But, however incredible it} may appear 


o some, Tam of opinion that this very 
thing often happens. 

A hole is a very peculiar thing. In the 
first place, it is hollow, and therefore. the 
blast in the cupola would be much more apt 
to go right through it than to push it along 
up out of the stack. In the second place, 
holes evidently have a very strong aftinits 
for cast iron. Charge the blast furnace ney 
erso carefully, instruct every workman con 
hected with the business to use every pos 
sible precaution against permitting any holes 
to get in with the stock, and still the pig 
iron will be found to have more or less holes 
init. It is my opinion that once a hole gets 
into the iron it is next to impossible to elim 
inate it. Melting of the iron does no good, 
You may dig a hole out of a piece of solid 
iron, but melt the iron and, it clings to the 
hole with the most persistent tenacity. Be 
sides, all holes are not alike. Stick your 
finger into a bucket of water, letting it re 


main there for 20 or 30 seconds, then with 


draw it and there will be no sign of a hole 


in sight; thrust your finger into a ladle of 


melted iron, permitting it to remain for the 


same length of time, and upon slowly and 
carefully withdrawing your finger there will 
be a hole; anybody can demonstrate this, 
and T maintain that it proves my theory that 
a hole in cast iron is different from other 
holes, 

It is not at all certain that the specific 


gravity of a east iron hole is not at least as 


great as that of the iron itself. The evi 
dence of this is in the location of the holes 
in an custing. If all holes were lighter than 
the iron they would all rise to the top of the 
casting: but. as every foundryman knows, 
Take 


a roll that is being turned in the lathe; you 


holes are located in all sorts of places. 


will find holes anywhere from one end to the 
other sometimes, although the roll was cast 
on end. Talk of blowing such a hole up out 
of the cupola stack! You might as well ex 
Another evi 


pect to blow out the pig iron. 
dence of the fact that a cast iron hole is 
heavier than the iron is found in the piece 


1 it; the 


of stove plate with a blow hole i 
opening of the hole to the surface is almost 
invariably on the under side, the upper fac 
of the plate being perfect, except that just 
over the hole, or cavity, the scale of iron is 
very. thin. 

And tinally, the older men among the foun 
drymen of to-day will no doubt remembet 
the tradition of how cannon were formerly 
made; for the benefit of the younger men it 
nay as well be recorded here. The process 
was of the very simplest character. Thi 
foundryman simply made a nice smooth hole, 
set it up in the pit and poured the iron 
around it! And no man ever heard of the 
hole rising up through the butt of the can 


Hon; it stayed right where it was put. 


Chas. A. Bauer is Dead. 

When the appalling information containe: 
in the foregoing lines first appeared in 4 
Associated Press dispatches of our country 
a thrill of horror, a mammoth wave of eric 
and sorrow was the first sensation of lin 
dieds, if not thousands, of those who line 
known him, and in knowing him had learned 
to respect, honor, admire and love him 
direct proportion as the opportunity for the 
intimacy of their acquaintance increased 

Mr. Bauer was gifted with a remarkabl 
personality. It was his peculiar charm o 
Inanner, coupled with his great-heartedness 
unvarying courtesy and good common sens 
that, after all, had as much to do with th 
esteem in which he was held as his signal 
and universally acknowledged 
talents. 


engineering 
His fame as a machine shop manage 
Which an eminent authority once said was 
of the first class, and his reputation as a 
practical foundryman and foundry student, 
so generally recognized and which could only 





<< 
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CHAS. A. BAUER 








be appreciated by a visit to the foundries 
under his charge and a close inspection «ot 
all those methods and original ideas inau 
gurated by him, were both universally ap 
preciated by a vast number of the well 
informed among those occupying responsible 
positions in all parts of the country. ‘This, 
of course, naturally resulted in his advice 
being anxiously sought on all sorts of simpie 
and complex questions, and his opinion was 
always accepted as being that of a man 
who knew exactly what he was talking 
about 

Large numbers of instances could be men 
tioned of this that we have heard of at 
various times, but we mention only two 
Which came to our knowledge, both within 
i month previous to his death. 

\ representative of one of the largest piz 
iron houses in the country stated to the 
Writer that there were a good many buyers 
Who had been and were uncertain as to tie 
advisability of purchasing for future ri 
quirements at prevailing prices, but had 
ceased to procrastinate promptly upon learn 
ing that Mr. Bauer had decided it was wise 
to do so, and had acted accordingly. The 
excellence of his judgment and foresight in 
this case may perhaps have saved those who 
followed his example thousands of dollars. 

In another case the manufacturer of an 
article used more or less in every foundry 


snid that he found Mr. Bauer's endorsement 


by far the most influential of any of the 
large number of recommendations printed 
in their catalogue. 

But, after all, it was not as the successtful 
Inadiniger of one of the largest reaper and 
mower works in the country that his mem 
Ory Will be chiefly chi rished. It will be 


as the genial, svimpathetic companion, ad 


visor nnd friend, whose manliness and never 


failing charity and constant thoug 


it of oth 
ers Were the chief characteristics that en 


deared him to one of the largest circles of 


] 


aequaintances in the country llis office 


door Was always open and his heart and 
purse as well to the caller, whether on busi 
hess or seeking assistance, and no one will 
ever appreciate the magnitude of his many 
benefactions always unostentatiously given 
\s an instance of this we might mention 
the case of a man how occupying a re 
sponsible position in Ohio's ecommerecinl me 


tropolis, who had vears ago embarked in 


nonew enterprise and was just about to con 
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clude his first trip, fatigued, discouraged 
and low-spirited, when he reached Spring 
field, Ohio. The one call he had to make 
there was at the works in charge of Mr 
Bauer, After thinking the matter carefully 
over, and weighing his chances of success 
With a man whose reputation for goiug to 
the bottom of things was well known, he 
finally decided to risk it, and upon the result 
would depend his future. If he succeeded 
only partially he would continue; if he 
failed it would be his last in that line, 
he would give up his position. He went, 
Inet a charming gentleman, who received 
him kindly, listened attentively, gave hin 
a substantial order, and, better still, a stock 
of fresh courage, and there are a good miany 
readers of THE FOUNDRY who wouid Ix 
surprised to know the gentleman's name, 
und that fact that he has himself declared 
his present position in entire charge of a 
large business is owing to the sympathetic 
reception he received on that occasion. 
There was another side of Mr. Bauer's life 
that always made a great impression upon 
those who knew of it, and that was the 
peculiarly ideal relationship existing 10 
tween those who comprised his family ci 
cle. While any particular reference to this 
would not be appropriate, it may not be 
amiss to say that his widow and three sons 
have the sympathy of a large circle of 
friends both in and out of their own city. 
As for a concise statement of Mr. Bauer's 
business life, we think we cannot do bettie 
than quote the following from the pen of 
Mr. I. J. Miller in the American Machinist, 
as Mr. Miller had opportunities through per 
sonal acquaintance not excelled by any ois 
“As briethy announced in our issue of jas? 
week, Charles A. Bauer, of  Springtietd, 
Ohio, died June 12.) The immediate cause 
of his death was a surgical operation un 
dertaken as a last resort in the hope of 
saving his life, he having been attacked 
by peritonitis. At the time of his death 
Mir. Bauer was fifty-two vears of ae 
having been born in’ Wurtemburg, Ger 
ianv, im IS#7. lis father was a drafts 
nan, and when his son Charles was tive 
years old sailed with his family for Ame) 
ca, landing at New Orleans, where within 
a vear the father died of vellow fever, and 
his widow, seeking a healthier locality in 
Which to bring up her children, moved to 


incinnati. Hlere at a tender age young 
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Charles found it necessary to go to work 


in order to contribute something to the fan 
! 


lyv's support, and his first employment was 


hoa fireworks manufactory. Lis natural 
tuste for engineering led him, however, suc 
sively into a gun-making establishment and 


ib engine shop, and his leisure time was 


spent in studying mathematics, the science 


of mechanics and drafting, to such good 


purpose that in IGT, at twenty years of age, 


he became a teacher of mechanical drawine 


and applied mechanics tn the Ohio Me 


chanics’ Institute at Cincinnati. This posi 


tion he held for some years, and tinally re 
signed it to become superintendent of thr 
Niles Tool Works, rendering to that inst 


tution valuable service at a formative period 
of its career. 


the Lane & 


l 


Later he was connected with 
Bodley Co... of Cincinnati, in an 
engineering capacity, amid ino ISTH became 
nominally assistant superintendent, but real 
ly the directing mind of 


nnd 


the Champion Ba 


Knife Works at) Springtield. Ohio 


large and excellently equipped factory, buiit 


Inder bis direction, for the manufacture o 


cutter bars and knives for the harvesting 


Inachinery manufactured by the Champion 


Later he 


interests. became superintendent, 


in addition, of the large malleable iron 


foundry controlled by the same interests 


wnd in ISS) became general superintendent 
of the Warder, Bushnell & 


his 


(slessner Co.. of 
the same city. establishment, which 


Was already 


large, grew larger under h 
muaihagement, and in becoming larger nise 


became better, and is at this time one of thi 


best organized and equipped manufacturin 


establishments of the country, although so 


pertions of its plant are quite old. At tiv 


time of his death Mr. Bauer was part owne! 


of the establishment (which is incorporated) 


and Was in general charge of the busines 


lis career. which was more than ordinarily 


successful, constitutes an excellent example 


of What persistent energy, natural talent 


and a good constitution can do for the 


possessor when rightly made use of 


Personally, Mr. Bauer was a very engag 


neg man. THe seemed incapable of utteril 


a harsh or brutal word, or of entertaining 


the thoughts from which such words spring 


ho matter what the provocation might be 


Ile possessed the rare and valuable faculiy 


of having things go his way without arous 
he opposition unnecessarily; he was always 


courteous and self possessed, reddy to henr 


the othe side one oO Jide ly necording 
to the best of his abilits Ilis own early 
struggles seemed to make him the more 


ready to assist those whom he found taking 


ah interest in the science of eclinnies, ane 


long after he had become a busv man of 
affairs he taught classes drawing ane 
Was always ready, in or out of the shop, 
to assist any one seeking helpful informa 


tion Mr. Bauer was a charter member of 


the American Society of Mechanical Eng 


neers, and was one of ite anagers during 
ISO4-OT 

Ile was Vice-President of the American 
Fovndryimen’s Association md ao member 


ifth 
Founders’ 


of the District Committee of the Na 


tional Associntion. having de 


clined the unanimously tendered position of 


President at the last annual meeting 


Trolley System in Foundry of S. Cheney 
© Son, Manlius, N. Y. 


Fhe overhead trolley lends itself so admit 
ably to foundry uses that even the first crude 
forms emploved a few vears ago were a de 
cided improvement upon the former prac 
tice of cCnarrvine the molte ron long dis 
tanees in land ladles \bout ten vears ago 


in a foundry in northern Indinna Where 


quantities of sashweights were made, 


it occurred to the superintendent. who had 


never seen a trolley) track, though he had 
heard of them, that sue device would be 
of great value in his case It was hot pos 
sible at that time to purchase the perfected 
outfits, such as are on the market to-day, and 
consequently each founder who Should wish 
to use the trollev was obliged to construe 
one for himselt At anv rate, they were not 
then advertised as me rlikkK FOUNDRY 
ad not been established do foundryimnen 
had no adequate means, ther ore, Of Col 
munication with people w | Wish to 
deal with them 

rhe principal features of e trolley svs 


en in question were as folows 


fhe sinele track. proper. consisted of 1 
nem f inches pine boards Tike top edge 
a ere ue mostrip a1 
iInely thiek The boards ( bolted to over 
end wooden hangers, wit an olfset le 
tween, so that the flanges of the trolley 
wheels would pass freely between the track 
nhd the hanger 
The wheels were regular old-fashioned sin 


ele-flanged baru door wheels teal loosely 





to cast iron brackets. Pwo of these were 


screwed to a wooden framework from the 


center of which hung the wrought iron rod 
which carried the ladle. There was one 
curve in the track, leading from the cupola 
to the main gangway, but no switch was 
even thought of. Crude and inefficient as 


was this device when compared to the splen 
did 


vreat 


systems in use now, vet it was a very 


advance in the right direction, and at 


once became an indispensable adjunet of the 


business. About that time the writer saw a 
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and complete in every detail. This is the 
double track system, the car having four 
Wheels, two on each side, thus establishing 


a balance of forces and an equipoise not ob 
The 


the illustrations, 


tainable otherwise, large ladles, as 


shown in full of iron. can 


be transported to any part of the foundry 


With ease, nicely working switches being 


employed wherever needed to change from 


one track to another, All the iron poured in 


this foundry is delivered to the molders Dy 


mneans of the trolley. The movement is even 

















another sashweight 


system in 


very similar 


down in southern Tennessee 


foundry away 


That men in many different) parts of the 


country were thinking on similar lines is evi 
denced by the fact that soon after, the im 
proved trolley system began to be adver 


tised. 
That the 


fuctorily, a 


overhead trolley supplies. satis 


positive demand in the foundry 


cannot be doubted, for, once installed, thes 
are never removed. 
The trolley system here illustrated. it is 


heedless to say, is of the class spoken of 


above. It is one of the most modern and 


highly perfected smooth running 


S¥stels, 





more steady and regular than when the iron 


is carried by hand, and there is no spilling 


and spattering, 


Before the trolles 


Was brought into use, 
the weight of iron to be carried over long 
distances limited the number of molds that 
a workman would put up in the day. Mold 


ers who work by the piece are, generally, 


Willing to do all that they can, and many do 
When the trolles 
principal part of 


more than they ought to. 


was installed, the the ob 


jection to increased weight of iron vanished. 


Not only could the molder accomplish more 


With a given exertion of muscular foree. but 


the greater ease that he enjoyed enabled him 
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o do better work, and made him a 


contented man, all of 


more 
Which is profitable to 
the employer as well. 
The transportation of molten iron is not 
the only thing that the trolley is used for in 
The flasks are 
the vard into the foundry 
Also, the 


from the sheds and distributed to 


this foundry. moved from 


and out egain by 
Its use. hew 


molding sand is 


brought 


the floors throughout the foundry by means 


of the trolley. The track extends from foun 


dry through the tumbling mill room, grind 
The 


sreat amount of labor saved by such a com 


ing rooms and into the cleaning room. 


prehensive trolley system can hardly be real 


ized by one who is not practically familiar 


With it. 


In discussing the merits of trolley systems 
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cranes, it ought to be borne in mind 


with 
that ench has its peculiar tield of usefulness, 
wherein it is of greater economic value than 
the other. 

Hon, Herbert M. Ramp, who has had large 


experience with trolley systems, discussing 
their merits in a paper read before the con 
vention of the American Foundrymen’s As 
sociation at Cincinnati, June, S98, says: 


The amount of labor they can save, 
aud the nominal cost at which they can be 
field 
that 


erected, lave opened a wide for their 


use, and it can be said when 


truly 


properly erected there is) no machinery 


placed about a foundry and machine plant 
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does work 


that 


air * 


any concern 
Which requires any amount of heavy lifting 

can pay for the entire expense of 
erecting a suitable system in one year’s time 
by the labor saved, and confer a favor of no 
sinall proportions upon their men by relies 
ing them of the heavy, hard, laborious part 
of their duties.” 
where a is fully equipped 


Even foundry 


with cranes, there is still abundant use for 
There is a great amount 


that is 


the trolley system, 


of work in any .large foundry too 


light to be economically done with the crane, 
and too heavy for ordinary methods, where 
the thing. 


the trolley 


is just 








that can demand better claim to being ‘labor 
nnd ‘dollar saving’ machinery.” 
Enumerating the special features that com 
mend the system, he “Tt will 
more territory at a lower (than in the 
of cranes): it will work quicker; it can 


saving’ 
Savs: cover 
cost 
Cause 
he operated with less labor; it is maintained 
sta lower 


for repairs and it is unlim 


extend it 


cost 


ited; vou can over any space vou 


desire at any time.” 

Another great advantage of the trolley sys 
tem is, us we have pointed out before, it o¢ 
and 


for 


cupies no floor room, is always unob 


structed and ready use 


whole systeln, 
Mr. “When 


conjunction with air hoists and compressed 


Ramp further says: used in 


throughout the 


Adverting to cost of installation and profit 
in use, Mr. Ramp further says: “A western 


concern about four years ago put in 400 feet 


at a total cost, including switches, of S400. 
This was principally used over heavy side 
floors and on light crane work and the sav 


ing on labor, including carrying iron, is fully 


S400 per annum, or the cost of the structure. 


It covers eight floors and is not used on all 
of them at one time, will not average over 
four constantly, which makes this facility 


worth $100 per annum per molder when in 


use constantly. It is not safe to assume that 


every investment of this Character will vield 


LOO per cent profit in a year, but it is safe 
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to assume it will return not less than 350 
per cent per annum.” 

Of the Coburn trolley system, he says 
‘The Coburn Trolley Track Manufacturing 
Co., of Holyoke, Mass., issues a very thor 
ough and attractive circular of their over 
wend trollev system. The track is of steel 
ind must be very light and durable, and is 
one of the neatest and most enduring in ap 
pearance of any track ever placed upon the 
inarket, and while the figures are hot at 
hand, it surely cannot be very expensive 
Pheir catalogue shows it in various places 
operated for different purposes, and also 
shows the trolleys and their construction, 
rhis part of their system is espe inlly note 
worthy, as When they desire to carry heavier 
londs, they do not add all the necessary re 
quirements to the weight of the track, but 
extend the length and add to the number of 
wheels in their trolleys, spreading the load 
over a greater area of track.” 

The trolley is, indeed, one of those features 
of modern foundry equipment that answers 
most admirably a great demand that cannot 
be met so well by any other means, and no 
atter What other devices may be employed 
to facilitate transportation about the foun 
dry, the trolley system must always) lave 
ts peculiar place in the outhet, 

Melting. 
By ELI H. PEARCE 
Continued from June I e.) 

I called on anv friend mentioned in the 
June FOUNDRY in the litthe shop to help 
him take off a heat, but did more watching 
than I did helping. Tle had previously told 
ine that he was using ali pig and could not 
Inake soft iron. 

I went up on the scaffold and watched him 
charge his cupola and found that he built 
his bed 12 inches above the tuveres, then 
put in 1.S00 pounds of pig. then 150) pounds 
coke, then 1.500 pounds pig, then 100 pounds 
coke and 1.000 pounds pig and continued to 
charge 100 pounds of coke to 1,000 pounds of 
pig to the last of the heat, 

In other words, his first three charges 
amounted to 4.500 pounds of ir and as his 
cupola was only 2O inches, TL Vaought this 
pretty stiff work for it and advised him to 
Inake his bed higher ¢ 1d to charge lighter. 
Tam not an advocate «é saving coke at the 


loss of castings and ae sure as vou try to 


melt ata high ratio ina litth Capola you 
are going to lose elsewhere. 

My friend's boss came around about this 
time and asked me what IT considered the 
cause of their trouble and - told him = that 
he must use more coke and less iron if he 
Wanted to machine his censtines lle came 
back at me with: “I don't see the founda 
tion for your argument. Some people melt 
1 to 12 and 13; why can't I melt 1 to lay 
L told him that it was easier to melt 1 to pl 
in a 6O ineh furnace than it was te nell 


l tos 


ha 2O inch furnace and. furt 


leTTHOLE, 
that he could charge a good erade 


Mf scrap 


and get softer castings tlian he Was vetting 


With all pig. because the irger the chunk 


Of Iron is the more cok takes in propor 


tion to melt it 


I would never put ou 


ppoa PU bbenee stinller 
than oO inches for regular uss but I do be 
lieve that all small jobbine shops should 


have a “baby Cupola, say 1S to 2O inches. 


fo cast small heats as in case of 2 brenl 
f ; ak 


down you can run off a specin) heat at sroiall 


ost 
lo get back to my subject. Tw iS asked 
if | would charge t lhe 


ato and con 
sented to do so. and entled around om dis 
hext casting day. 
Po made my bed IS inehes abe tuvers 
: \ ‘res, 


put in 400 ponds pig and 4 


rnial 
Potlhas vo vl 


scrap, mixing it well by putting in some pig 


tm then some serap. until | lad my soo 
pounds all ing then L put in 100 pounds coke 
and charged 600 pounds pig and serap, mix 
ing it as before and kept up this mode of 
‘harging throughout the heat. with the re 
sult of getting nice soft ol 

After inv visit he has not tried to melt nt 
av ohigh ratio and he savs tue dollars saved 
in machining his castings will doubly pay 


for the coke 


Core Sand That Will Clean Easily From 
the Casting. 


I} E, J LNGERTER 

In complying with the request of TILE 
FOUNDEY that someone write an article on 
how to easily clean the core from castings, 


us it seems that somewhere they are having 


trouble with that part of their work, To am 
uware that T enter a field of inquiry that 
has been pretty nearly exhausted, 


It would appear that a foundry that lad 


any great amount of corework to do at all. 
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would employ at Jeast one good practical 


“eang.? and if the foundry 


corelnaker on the 


foreman didu’t know how to overcome the 
ditheults bh question his “boss” coremaker 
surely would if he were worthy the position 
i holds This latter thought deterred me 
for an time from writing, when by chance a 
cuse in point, not a thousand miles from 


Philadelphia, knowledge and de 


cided me. The 


came to Wy 


firm had for a number o 


ven id oll their castings made by con 


trnet: but they concluded to build a foundry 
And just as in 


and do their own molding. 


when the journeyman thinks of 


other trades 


] 


Wha wonderful riches he would reap if he 
we only in the business for himself, when 
© does get into it he generally las a ruc 


awakening and things are not what they 


be good machinists 


scen People who may 

nil quite a different matter when they 
enter the difficult: business of iron molding. 
Suc the case T have in mind and speak 


of. nndoas they built their shop without con 


sulting anyone whose practical experience 
would tit him to suggest just how it ought 
to be. their foundry is a model of imprac 


1 enbil 1\ 
\\ Heh 


work Was begun, 


everything seemed in readiness 


They put a fellow to mak 


ing the cores and apparently they were 


alright; they looked nice, fit neatly, and as 


he started work several days ahead of the 


molders, he had quite a supply on hand, and 


nhiost the entire “heat™ was made up of 


work that required cores, and 


everything 


lovely. But when they began cast 


seemed 


ing, the scene changed, and ao brilliant dis 


play of fireworks could be seen in every part 
mold hack a core 


in it blowed, and practically the whole out 


' ls 
ot tlre shhoyp Tibat 


very 


put of that “heat” went to the scrap pile. 


That settled the fellow that made the cores. 


The cores were made entirely of red loam 


und flour and would hardly vield to a blow 


sledge when the 


Prawn 1 


broken he 


custings were 
firm since secured the services 
of a competent union coremaker and las lad 
no further trouble with cores. What is said 
article is meant for “founders” who 
vo it blind when they start in and will not 
be averse to a few hints on cores and core 


sand But to tl 


e point. IT will give a few 


mixtures for different kinds of work. viz 


light castings such 


as pump work, 


small cylinders and such, 


Where core is almost wholly surrounded by 


iroh and thin, use 


laver of metal is very 


White, or sugar sand, and if mixed with 


flour the proportion should be 20 sand and 


1 flour; if rosin is used, about 1 rosin to 2 


sand. This sand is fine and porous, needs 


no blacking, is easily rapped out and leaves 


the casting “slick as a whistle.’ For light 


castings no better sand can be found. 


kor ordinary heavy castings, 


such as gun 
carriages, large cylinders, blast furnace and 


other heavy machinery, use lake sharp sand 


and red loam: proportions, G parts sand and 


f parts red loam; flour, 1 shovelful to 2 


Wheelbarrows of sand. Horse manure o1 
sawdust, 1 to 6. Manure should be well 
dried and rubbed through No. S sieve. Black 
the cores with graphite and tale, one-half of 
each, and mix with molasses water. Apply 
heavy. For very heavy chuneks, sueh as 


hammer blocks, when very small cores are 


used, mix sand two-thirds red loam and one 
third sharp lake sand. Coal facing 1 
Black 


bago mixed with molasses water and apply 


to VO, 


and flour 1 to 20, With pure plum 
one-quarter ineh thick. 

kor ordinary Common work, like car work 
aericultural and mining machinery, use red 
or “Gordon” sharp sand 2 and red 
Black with 


tale. For cores that are dug 


puirts, 


loam LT part; flour 1) to 20. 


graphite and 
out While casting is hot, mix oue-quarter red 
sharp, and one-halt 


one-quarter red loam 


burnt core sand, flour one to twenty, saw 
black 


All core sand should be wet down 


dust one to six and With graphite 


and tale. 


With molasses water, one good handful of 


molasses te L bucket of water. 


No two shops mix core sand just exactly 
nlike, I have been 


in the foundry nearly 


twenty-three years and have made cores in 
a number of different shops and cities and 
found a different variety everywhere; yet all 
results and = coremakers who 


rave eood 


understand their trade tind no dithleulty in 
mixing good serviceable sand. To sumo up: 
special cores require specially mixed) sand 
and while innumerable qualities can be met 
with, the brands IT have given are thoroughly 


reliable and trustworthy. 


An Inquiry. 


A correspondent wishes to know what is 


the effect of using either crude or refined oi! 


in the annealing of malleable iron. Any in 














on this subject would 


formation 
necepted 
NDRY. 


ulls publication 


Molding a [Mossberg & Granvil 
Press. 

BY R. H. PALMER 

bed 


yace the mold board on it. 


First inaking a level on 


rubbin 
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thank 
THE 


be 


in 


le Power 


floor, we 


v it to and 


o. lengthwise, to insure a good bearing, 
hen wedge under the ends of the cleats. Tn 
this wav we are sure of a solid) bearing 
throughout the length of cleats to the very 
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hig. 
edge. Now take the middle part of flask, or 
cheek (B, Fig. 2). and place it on the board 
With cope joint T (Rig. 2) up. One-half of 
the pattern (2. Figs. 2 and 3) is then laid on 
the board. Observe that the pattern is a 
vided lengthwise at the center, as indiented 
at N N (Figs. 2 and 3). so that one-half of the 
pattern may be drawn from each joint 


the cheek, thus having a green s; 


the center, 

Some makers of similar styles 
use a solid pattern and set a dry 
n the center (SS, Fig. 2). Disel: 


desire to condemn this plan, the 


ind core in 
of presses 


sand core 


aiming any 


method de 
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seribed ino the follow ne lias worked Very 
nicely, and, | think, sts les 

Placing the part of puittern spoken of on 


the board, we riddle on suthcient facing sand 
for setting the gaggers, and then place loose 
bars (X AN A, Fig. 2, and A X AX, Fig. 7) 
across the pattern, the ends resting on oan 
angle iron (IN K, Fig. 2. and A A, Fig. 
These bars are about 4 inches high by 1 
ineh thiek, and must be short enough to per 
mit of their being hoisted out of cheek with 
the casting. Next set Ww guevers between 
them, ae in any cope, and ram up the cheek 
to X A; Figs 2 Now, strike off a rougi 
r-'y 
| 
) 
f 
= 3 = | 
ig. 1 
} f 
{| 
| 
vi 
; 
D 
J 
i a. = 
as) 
parting and vent well down to the pattern, 
apd then place a pocke hders or coke, 
reaching to side of flask. which is perforated, 
to take off vent. It w be seen that bars 
lL. lig run across ana on the one here 
referred to; they support ereen sand core 
runhing through the bese pattern, whieh 
holds the die. Follow line M, Fig. 2. to the 
peint each way and you will see the open 
ne that must be supported by these bars. 
The bavs marked L and N. in Fig. 2, are 
the same as A and F. in Fig. 1. Also the 
pattern has a tie supporting the middle at 
\. Fig and at K, Fig. 2. while on each 














side of itoare short bars, N. Fig. 
needed because this wide tie necessitates 
the placing of the bars farther apart here. 
We next place in position 1, Figs. 2 and 5. 
Phe pattern is now as shown front view in 
hig. Oo and side view in Fig. 4: or, as shown 
nh dotted lines in Figs. 1 and 2, the former 
being the top, the latter the front view 
Now weight the pattern down, while we 
tuck up and ram down the cheek, remember 
ing to vent well whenever possible. Hay 
ing rammed up the cheek to joint T, Fig. 2 
the joint shown at Ry, we place 
loose pieces (iL and IT. Fig. 2) on pattern, 


and then riddle on the faeing for 


nd lower on the cope (C, Fig. 2) and ram 
— + aa _ = a, 
a ‘ + —______— 5 
‘5 : 
| 1 \ J 
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| : | 1 
1 | ‘4 
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'e ) ax: 
) ro | 
, { | REET, |, oe in 
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| J 
Fiy.3 
—I—_ 
ra oN 
a % 
x 
/ = 
a J 
‘ | ] 
/ 
i / 
J J 
big. 4 ; 
J 
up Phe outside appearance of flask will 
then be as Band C, and board at 4. Fig. 2 
th runner and riser boxes left off: these 


wre seen at top of flask in Fig. 2. also binder 


ends, all of which are left off. Ilaving 
chunmped the two together, we roll over onto 
nv bed of mokling sand: and it will be well 
for us at this juncture if we have not per 
mitted any of the gaggers to extend above 
the top of Cop 

Ib, Fig, 2, shows the main gate stiek on 


cheek, and [e, in the Cope, nnd ( shows the 


riser The next move is to make the joint 
Oo, Fig. 2. and then, placing H and I N on 
pratt we riddle on the sand for the gag 
veers 

It will be observed that in this mold we 


are obliged to have bars in both cope ana 


“TRAE FOUNDRY. 


2 which are 








drag. The latter CA, Fig. 2) we now set in 
piace and gagger well. Domwt try to use a 
vuever 4+ inches long to hold a body of sand 
> inches deep, because you may get angry 
later on if you do. In ramming up this part 
leok out! Ram it so that vou will be sur 


that it is firm. IT domt mean that vou are 


oram it as hard as a brick next to the pat 
tern, but it should be solid a short distance 
from the pattern. Strike off and rub the 
hottom board to a good solid bearing, Creass 
with the corner of the strike, and vent tho: 
oughly. Secure the bottom board with short 
clamps, as at W, Fig. 2. and then hoist oft 
the drag and finish it. 

Now, a few points of caution: Feel t! 
surface all over and be sure that vou leny 
ho soft spots. Vent with a fine wire on thi 
plain surface where the iron is to. strike 


Remember, if the surface of the mold 
hot evenly rammed the unevenness will ly 
casting 


reproduced on the surface of the 


and on heavy work, if the ramming is not 
<ufficiently hard the «cand will vield to) the 
pressure of the iron between the cross-bars 
gnd after the casting is finished and painted 
the shading of the light upon the surface 
will reveal distinetly the number of bars 
that were in the flask. If. however, the stm 


face of the 


mold be teo hard, the iron will 
not lie quietly and a skin sealp will result: 
therefore, the Wisdom of using a fine vent 
wire freely, and be sure that the vent holes 
he not so made as to permit the escape o 
the molten iron instend of the gas! 

It is no pleasure to a conscientious, hare 
working molder te see a poor casting result 
from his labor: neither is it an honor to him: 
wl dl | believe there is as much sense of hi har’ 
nmong molders as among any other class of 
men, 

Watch a lot of molders day in and out 
end see how willingly they help one another 
when bad luck happens to anyone, and ! 
think that many men in other walks of lift 
could learn a profitable lesson from it. 

Now, first putting a few more vents whet 
they will do the most good, draw the pattern 
from the cheek. Remember, that we now 
finish this part for good: domt take any 
chances; see that it is perfectly clean and all 
is well secured, for carelessness here will 
settle the whole story: get some nails and 
use them where it can be done to advantage: 


n seme shingle nails 


and, by the way, put 


at the peint where the jron will first strike 
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ving the heads even with the surface In fig. + is shown side vie and in Fig. 3 
Nails!” somebody exclaims front view of casting 
Yes, nitils. These castings were made in green sand : 
Perhaps you have all the nails you want; with the exception of the largest size, which 
dot.” Was made in dry sand 
, Well, perhaps you are working in one of 
' ese shops where they save on nails, rid A Removable Pin. 
es and other teols, and the molder has to be Ne sein 
A ne What he needs and carries them BY L. Cc, JEWETI 
‘ ound in his pockets, ready for use when Noticing an article in’ the April FOUN 
eded. And if you want some “soldiers,” DRY on “Flask Pins.” Tam moved to sub 
w is it then? \ ur employer expects the mit the following contribution to the discus 


older whom he pays $2.75 a day, to take sion of the topic. No doubt the trouble with 
‘ cupola tenders saw, go to the pile of most permanent, or fixed pits s the great 
Iwood and saw out blocks for making liability to breakage in handling the flask 
; soldiers’! That is economy! But, whe Po make the pin shown in accompanying } 
er does this work, the blocks should b 
say, 3 inches long, and split up like matches; 
these little splints will hold wonderfully ~aaae = SS 








Ilaving finished and secured this part 0 \ 
e cheek, draw out gate N (Pig. 2). A be 
er plan for this gate is to make it in a dry 
{ I sand core, which is set between the gate 
: stick amd pattern and rammed up im thie j 3 
| ld 
Set cores TL X and O ©O (Fig. 2) and close sketeh perfect, there should be an adjus: 
~ ) the drag on cheek and clamp all three parts ment on the cope plate similar to snap flask , 
s firmly together, place a mound of sand to fixtures: but a serious objection is the lia 
roll on, and, in rolling, go slow, and be very bility to breakage, loss of the serews, rust 
areful, for one-half of the pattern has been ing, ete.. whieh would pertain to floor flasks 
removed from the mold, and a sudden jerk far more than to snap thisks 
eht spoil all. Paving rolled the flask, it is The particular advantage of this design 
‘ how as seen in Fig. 2, without runner or is the ease with which 1 nin mav be re 
ser-box. Now remove the binders and qioved. The pin should not be removed till 
amps, hoist off cope and finish; then hook after the flask is clamped. because, with 
| ut cope part of pattern with crane, and, in nothing to hold the cope and drag in proper 
it drawing, rap sidewise and up, but never relative position, the operation of Clamping 


down, Having withdrawn the pattern, vent 
, dowh from face of mold to cinder pocket, 
smoothing up the surface afterwards, then 
lemove gate sticks D and Z (Fig. 2) and cut | 


connecting ducts. Set core 1 (Fig. 2), which 





, ervtends down through the cheek (through a 
| hele somewhat larger than.the core) into the 
? rint in the drag: also set cores HL O Z Z 


hig. 2). Now, swinging the cope, the run 





er and riser-boxes are built up, the gate would be apt to cause shifting, which would 
hd riser-sticks having been replaced for the spoil mold 
= urpose: place the riser cover in position Another advantage of the removable pin 
\ tal close on the cope, the same having been Gevice is that pins of any desired length may 
i reviously tried on prior to setting upthe up eadbondebradhmnanideinaredcsheiniiabiasdisis i opcre.s 


; vertical joint, or a long core extending up in 
I eht core. We then place binders on top of : 

, | sli Is j the cope, the advantage of a long pin is ap 
Ope and Slip rods int the e slots tting 

I ne | o the end slots, letting parent, 

eces of Iron cross slot in binder marked The pins should be made of standard siz 
l { ( i eo St: are Size 
XN 1 (Fig. 2) with washer on top, serew round steel, in which case the tapering of 


own tight, and we have her good and solid. the point would constitute the greater part 





of the necessary fitting. Only one set of 
pins of standard length would be required 
1 eu molder, and two ov three sets « 
hong ones for the whole shop. 

Phe plates ought to be drilled, as they are 


much better so, and the time saved in fit 
ting would compensate for expense of drill 


linve had rood SUCCESS Wm 


Core Sand and Dry Sand Facing. 
BY W. R. 
(ALL rights reserved, ) 


I need not preface this article further than 
to suy. that the key to its structure is found 
ed largely on what has already been dealt 
With in the previous articles on sands and 
foundry usage. 

In the matter of core sand, many molders 
have their nostrums, and the superticiality 
of the various antidotes applied have 1 


times been amusing. 


Just one case in point About sixteen 
vears ngo, While working in a certain shop, 
I sawion small stenm cylinder which was 


lost three consecutive times, supposed 1 
lave been due to the cores; and in the mal 
ine of the fourth set the molder res mted to 
the compounding of potatoes with sea sand 
tO The Necessary COMSISTCHEY, Which resulted 
in a good ensting. Needless to say, all the 


eviven to this special mixture, and 


credit: Was 
though it was known to others in the shop 
long before this incident occurred, yet this 
lle Wav altered the pervious shop prac 
tice, because the fault was entirely with the 
vorking his sand too damp, 

cores so hard that their 

wn impossibility—anothe: 
eC importance of proper core 
sund consistency and the necessity for intel 
eent ramming. But potatoes as a binder 
used to 


in the manner mentioned, mav be 


paviaatlaee n the smiatlest of cores, wher 
the placing of a vent is an impossibility, pro 
Viding that the drying or baking of such be 
nttended to with more than ordinary care. 
I need not enumerate the various antidotes 
Which have hitherto been in use in Britis) 


oremaki 


e, Suffice it to say these, to a vers 


great extent, and in some cases altogether, 
have been superseded by that handier com 


modity known as core gum. This is a ma 


terial sold at a little under three half pence 
[See my 


per pound, or about three cents. 
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article on core gum in the Mechanical World 
of October 18, 1896.) 

1 will conclude these articles on sands un 
der three branches, viz., large, medium aml 
stinall cores. 

First of all, the term large core is at times 


mmbiguous, and to make it clear we would 


do well to consider it as relating to internal 
form only. Certain parts of molds, although 
internal and surrounded on their four sides 
With metal, as is the case with the legs of 
horizontal bedplate bottoms, which are 
usually lifted out to make room for firing, 
aed have much in common with other cores 


cunnhot be regarded as such, 


because the \ 
give the outside form of the casting. There 
fore, although a core sand would be service 
able and safer in facilitating shrinkage, vet 
it woukl be altogether useless in) producing 
ad properly skinned casting. For the larger 


] 


cores, an ordinary dry sand facing sand 
would do; but it Certainly is all the better if 
the bateh contains about 25 per cent of saw 
dust—an article within the reach of most 
peeple. Of course, this can not be applied 
Without lessening the cohesiveness of the 
sand, hence the necessity for the molder to 
vdopt some sort of a binder to stiffen the 
otherwise impoverished sand. Sawdust has 
two very distinet qualities. First, it is re 
gerded as a very important essential to the 
speedy venting of cores: and, second, its de 
structible nature in cores that are entirely 
enshrouded in metal The importance of 
this to most practical men will be clear: but 


by way of 


; exmimple, let ues take a core made 


from ordinary sand, sav three eubie feet, 
nod enshroud it with metal We have in 
this a very dangerous article, as the cor 
heust expand through being heated to oa 
ereater or less degree, and if no provision 
be made in the composition of the core sand 
With which the core is made, and no means 
of slackening the core practically, then the 
Chances are all in favor of the casting crack 
ing or bursting. But take the other Way of 
it, and We have with the 25 per cent of saw 
dust an absolutely destructible matter, ready 
to give way at the right time, and so clear 


the way for expansion of core, and contrac 
tion of casting, 
Second. Medium cores may come under 


the class of locomotive or other eylinder 
sand cores which must of necessity have a 
hature peculiar to themselves; while the 
sand perviously mentioned may have all the 


properties requisite for binding and venting 
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Vlinder cores, still its want of glutinous 
utter renders it unsuitable for some cores 
What is required is a sand capable of resist 


ne the pressure of jamming with Chaplets, 


is there is nothing more annoying to a 
nolder in fixing up cores than to be troubled 
vith the skin of the core giving way. There 
fore, we must have a sand that will produce 
1 core strong and good, through and through, 
unl should one fail in fixing a jammer or 
chaplet with the first attempt, the skin of ” 
core, Inmade from sand with the nature 2s 
above mentioned, will be but little disturbed. 
Phat being so, there is but little indentation 
of chaplet in the core, a factor of primary 


| coremaking, whether they 


Inportance ina 
be made from loam or sand. A very com 
mendable mixture, and one with which | 
have made cylinder cores for years, is: Equal 
parts of rock and ordinary facing sand, with 
the percentage of sawdust as previously 
stated. If core gum be added, one in forty 
is sutticient, and although this percentage 


ts 


miay seem small, it is quite perceptible in 
effect. 
Third. 


ceres of the lighter order, connected with 


Small cores. By this we mean 
sing) work and thin metal These should 
at all times be made with a light sand; that 
is to say, a sand comparatively free from 
clay matter, such as sea, loch, or river sand 
in their finest condition. Core sand, mined 
from any of these, with the requisite ma 
terial for binding, makes cores that are cass 
vented and ensier fettled, and it is in this 
class of cores that the greatest amount of 


quackery is practiced, Beer barm, porter 


salt water and clay wash were common t 
nanny twenty-five years ago in mixing sand 
for light cores. Sands that are heavy and 
plastic are non-porous, and entirely unsuil 
able for light work, as they contain a pre 
ponderance of gaseous elements which ren 
ders them at all times a dangerous comme 
dity to work with. But if circumstances 
compel one to use a heavier sand than would 
otherwise be the case, much good will result 
in burning the cores, while drying, to such 
an extent that the vegetable life in the sand 
Will be Comparatively destroyed. Indeed 
all cores that are made with a heavy sand 
such as the ones referred to in “medium 
cores,” are all the better for being singed. 
This will improve them in every respect, es 
pecially in venting. 


I here append the following recipe for 


sinall cores: Twenty measures of sen sand 


to eight measures of black sand. and one of 


eore gum added, will make a light sand suit 
uble for general light work This may be 
Varied necording to CLPCumstanees 


DRY SAND FACING. 

\s TL have already alluded in molding sand 
to the nature requisite t« naking aio dry 
subd facing, T shall only briefly touch upon 
the essentials and economics pertaining te 
a first-class sand facing 

Ist. The essential properties are plastic 
Wy, pile or grit. These must be the predom 
Pant features im every sand that may be 
ipplied to dry sand molding The renson of 
this must be obvious, as a sand containing 
wuch vezetable matter would not be suffi 
Gently refractory to withstand the drving 
or baking necessary to Make a. first-class 
dry sand mold. 


Where circumstances are um ivorable for 


Obtaining a glutinous reck sand it becomes 


ao matter of Compounding with some sert of 
Clay wash which will in some measure ake 
Up for any defectiveness and thereby obtain 


sufficient binding materini 

44 As to. thre ecohomlenh view at thre 
question, this is really bound u 
cess of milling. It is surprising that in this 
idvanced age of foundry equipment, there 
are many foundries doing a large business 
in dry sand work that are still working 
away under the old condition of things as 
they were fifty Vears ag that is to say, 
hashing the loam with “the sword.” and 
pounding or tramping the sand with their 
feet, 

While there are in my OPINION Strietures 
applicable to the milling of green sand fae 


ne, there Gan be none in ¢ 


sand, as a sand 
that is milled is in every conceivable Was 
superior, both with regard to the preparing 
of it, ramming, finishing, venting. and a 
much stronger mold, the benetit of this lat 
ter bieng more appreciable on molds that 
have much chapleting 

Again, there is much first-class facing sand 
by milling the loam that drops from the 
cakes and brickwork in en piving loam enst 
ings. With a supply of this materint. one 
need have no dread of not getting a superior 
sind upposing rock sand is out of one’s 
reach altogether Of course this by itself 
usually would be too strong: therefore, it 
becomes a matter with the man in charge 
to direct the proportions between that which 








St 


is known to molders as black sand and the 


forme) te inost 


robably this is one of the 
positive foundry economics that we come in 
contact with every day when compared with 


those who foolishly consign the loam 


refuse to the dirt heap, which is usualiy 


the inevitable where no milling is in prac 
tice, 

It is istonishing how some Very poor 
sands cau be improved by milling; but it is 
uo fact that no matter whether we view it 
fram a mineral or vegetable point of view, 


everything rolled, pounded, hammered = or 


kneaded jis toughened thereby. Thus it is 
that sand passing under the rollers in mill 
ing becomes improved to such an extent that 
it more than compensates for all the trouble. 
In case Lomay be regarded here as presup 
pesing too much, the fellowing may be taken 

Two or three shovelfuls of rock 
sund = and 


sand too oa barrowful of black 


tilled, will make an average dry sand fac 


Eight Hours a Day for Molders. 
BY SETU WRIGHT, 

This question has been much before the 
world for the last twenty-five years, and 
hever Was there a time when for moral and 
physical reasons it merited so much consid 
eration as at this moment, In this article 
I shall contine myself to a discussion of the 
foundry workers, both 


relations of master 


aud man, to this problem, as this is the 
branch of humanity to which I belong. First, 
let me try and present to the foundry mas 
would derive from 
The 


writer has had experience of the eight-hour 


ter the benefits that he 


ihe adoption of the eight-hour plan. 
system in Australia, both in the capacities 
The 


intelligent 


of molder and foreman. molders of 


Australian are the most men | 


have ever had the good fortune to work 


with, and their superiority is due to the 


eight-hour system, They begin work at 7:30 
n.om. and at noon, taking one hour for din 
her, resume work, finishing at 5 p.m On 
Saturday they quit at 1 p. m., making a to 
tal of 4S hours for the week, and ending the 


week's work bright. cheerful. vigorous in 


mind and body. Here in the United States 


when the molder gets through with the 
week's work he is more dead than alive. 
It is strange that in this otherwise pro- 


gressive land so little improvement should 
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take place in the conditions of toil. The ef 
fect of the eight-hour system is to enlighten 
the workman, and make him in every way 
more capable of performing his duties, and 
he will accomplish more than is possible un 
der the existing system, where molders work 
for ten and even more hours, under a phy 
sical and nervous strain that is almost un 
bearable, and when they return to the shop 
in the morning their energies are exhausted 
and they begin the day's work in nine cases 
out of ten thinking more of the closing hour 
at night than of anything else. 

Now, foundry masters, why don't you use 
a litthke humane thought for the interests of 
your less fortunate and toiling brothers, who 
Inake your wealth, and give him a helping 
hand, that he may realize the luxury of liv 
ing the sort of life that ought to be the por 
tion of every human being’ It only requires 
that you act as a brother toward your weak 
er fellow 


creature, without the loss of a 


cent, for L am sure that you would profit 


financially by the adoption of the eight 
hour system. 

L hope that the foregoing may engage the 
favorable attention of employers. As to the 
molders themselves, [ sometimes feel that 
they are to blame for their lack of interest 
in the means necessary to their own wel 
fare, and for their not expending what little 
energies they have remaining after compl) 
ing with the hard conditions imposed upon 
them by the prevailing system in fighting 
the fight of 


justice, and so, emancipating 


themselves, and bringing about a system 


that will give them time for recreation and 
rest, and fer mental and physical improve 
ment that will enable them so much better 


} 


to perform the duties of mechanics and ot 


citizens, Under a proper system, every man 
would be fresh and vigorous, and willing to 
go to the shop every day and 


perform a 


good day's work. But now, many, under 


the influence of a feeling of resentment at 
conditions that they consider unjust and op 
pressive, work in a half-hearted time-killing 
fashion, and so, bring odium upon their well- 
meaning shopmates. 

1 would suggest the establishment of the 
Australian 


part of the 


system, which involves on the 
workmen the sacrifice of the 
Wages for two hours per day; but you would 
find at the end of six months that you were 
well repaid by the improvement in your 


health and in the added happiness of your 
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ves, The Australian system is enforced in 
lt the colonies by legislation of the respect 
ve governments, Under the beneticent in 
uences of the eight-hour system the molder 
vill speedily rise to the rank among mechan 
es to Which he is entitled by virtue of the 
xtraordinary skill required in the prosecu 
ion of his work; for I am safe in saying 
hat no other trade demands higher mental 
ind physical qualifications in order to uni 
orm good results. 

This being the year for the convention of 
the I. M. U. of N. A., and the time and cir- 
cumstances being evidently ripe for action 
in this matter, | hope that every molder in 
the United States will make his voice heard 
in this grand movement for betterment, by 
voting upon the eight-hour proposition, and 
if the majority carries it, which I pray they 
may, let them direct their delegates to act 
upon it, as the molders can not have it any 
too soon for the material benefit of them 
selves and their families. The question is 
prominent in the minds of men all over the 
world at the present time, and we = should 
see to it at once that our. salvation be 
worked out immediately and not wait for 
nnother lull like the never-to-be-forgotten 
panic of 1S. 

I should like to prolong this argument, 
but as | reflect, | find that if I should follow 
the prompting of my heart, there would be 
ho reom eft in THE FOUNDRY for any 
other articles. So LT will conclude by saying, 
Foundry masters, awake in your breasts a 
spark of human Kindness, and do give your 
eniplovyes the benefit of it, for, even a mol 
der is a man! And, molders, now is your 
tine to awake from that sleepy despondency 
and slavish submission, which has marked 
your lives too long already, and help to es 
tablish the eight-hour plan, and we = shall 
then realize the lives of freemen, and shall 
be the better prepared to act and vote and 
to perform intelligently every other duty of 
American citizens, and may the reflection up 
on the hardships of the past prompt you to 
act the part of men in behalf of right and 
justice in the future! 


“Experience With the Premium Plan of 
Paying for Labor” is the title of an article 
that appeared in the American Machinist 
some weeks ago, and, as the deep interest 
aroused has led to the exhaustion of the 
edition, the company has published the ar- 


ticle in pamphlet form, and will send a copy 
free to all applicants. Every manufacturer 
ought to read the book. 


We have received from Messrs. Gould & 
Iberhardt, of Newark, N. J., a very unique 
little booklet, exploiting in an original and 
eLtertaining style the merits of the Eber 
hardt Automatic Sand Sifter and Mixer, and 
also the sprue cutter manufactured by the 
company. The title of the booklet is “Like 
This.” It certainly is not like anything 


else we have seen for some time: It’s good. 


The Wing Improved Sand Blast Machines, 
described in our advertising Columns, is one 
of these devices that advertise themselves 
When once in use. People do not order 
more of the same kind unless they are just 
What they want. The Peninsular Stove Co., 
Detroit, Mich., has just installed the third 
of these machines at its plant. The Ideal 
Mtg. Co. has bought two more in addition 
to the one they have used for the past year, 
and other concerns are doing likewise. The 


firin reperts sales as very largely increasing. 


Correspondence. 
Editor of THE FOUNDRY: 
In THE FOUNDRY for June, Mr. Win. 
Roxborough makes mention of my conun 
drum about the vacuum cavities in the 26” 


Piston, in my article in the February issue, 
page 27, 

I have not the February number before 
me, but L do not remember advising a core 
placed in the groove for eXpansion rings. 
If Mr. Roxborough is a molder—or if he is 
a chemist—let him coolly and calmly think 
of other castings, such as stenin cylinders 
or gear wheels that have ribs and braces 
radiating from the outer plate or ring of 
metal, and made or molded in green sand, 
and see if he can call up a case where a 
vacuum hole, as he terms it, has occurred, 
where there were two risers 24%x4”" and 15” 
from top of casting to top of riser, and the 
risers were churned or pumped until set or 
congealed clear to the top of riser, in des- 
peration to leave nothing undone to prevent 
these vacuum holes. 

But these pistons were made in dry sand 
(not green), and as is well known, the shrink- 
age of iron is but 1-16” to the foot, while in 
green sand 1-10” to %” is the usual allow- 
ance for shrinkage. 
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There were other Conditions connected 
with this job that Mr. R. has not mentioned. 

These pistons were always cast two at a 
time, and often other sizes, larger and 
smaller, were cast out of the same ladle, and 
one after the other, as soon as they could be 


swung up to by the men pouring. It often 
happened that one of the two 26” ones cast 


would be good and sound and the other 
would have the holes way in the bottom of 
the groove and rim around it perhaps 6” 
and S” developing when the last cut was 
tuken to vet the proper depth. Nearly every 
molder of twenty-five years’ experience at 


this business, making heavy work, knows 


the appearance of draw, or shrinkhole, 


caused by a rib, bar, lug, or unusual propor 
tions of metal in the casting; they also are 
familiar with the smooth, shining interior of 
a blowhole, caused by inetlicient exit of vent, 
from the dry sand cores, or wet sand, or 
hard cores, as often seen in open sand work. 
These vacuum holes had the latter appear 
anee and they all were alike. 

Mr. BR. 


rood and true do, that when the metal be 


no doubt knows, as all foundrymen 


vins te rise up in the riser, instead of set 
tling away, as it will when shrinkage is tak 
ing place, if it swells up as you churn or 
pump it, there is bo more need of pumping 
or churning or keeping open with a rod, for 
one of these things is taking place inside of 
the mold: the outside of casting is con 
tracting; or, if there is one or more cores 
of any size at all, they and their component 
parts are expanding, and the proper thing 
to do is not to keep risers open but close 
This is just 


them up as soon as possible. 


whit happened to every piston When cast, 
within five minutes or less; the metal began 
to swell up in the risers, and it was impos 
sible to get more metal in by any process of 
feeding 

Dont forget this, please, that there were 
two cast iron frames built into these cores, 
them strength, and they 


in ordet to vive 


necessarily reduced the opportunity to get 
the vent (gas and steam) out of the core, 
when drying in oven, and when the mold 
was poured. Now the reason why the metal 
swelled up in the risers was due to the ex 
skeleton 


pansion of these very cast iron 


frames built into the cores. Does any one 
doubt that this expansion of core provides 
for What shrinkage would take place from 


thick by 3” wide running off metal 


a rib %4 





14” or 1%” 


expansion is reinforced by two risers 244”"x4” 


thick; and also when this core 
and 15” high, both on a piston 26” diameter 
and that piston made in a dry sand mold? 

I found that two days and two nights’ 
drying improved the conditions so that there 
were fewer holes found and they were less 
in size, 

If this was caused by shrinkage of the 
iron, how was it that this trouble was con 
fined to the 26” piston principally; and why 
did it happen that two 26” pistons cast at 
the same time, out of the same ladle; why 
Was one fit to be taken and the other left? 

Does chemistry play this kind of trick? I 
domt believe it. LT have too much respect for 
the science to believe there is any molder's 
luck atoms in chemistry! Like conditions, 
like results, is the inexorable law of chem 
istry, and mechanics and everything else. 

I believe chemistry is playing a wonderful 
part in foundry practice; it has always 
played this part. and while not understood, 
the inexorable laws existed, and many phe 
occurred and have been 


homena have 


ascribed to good or bad luck. There are 
Inany of those lucky and luckless breaks 
that are easily accounted for to-day. There 
Will be more accounted for in the to-morrow. 
But T hope the modern molder and foundry 
nah Will not attempt to hide behind the 
chemical properties of iron, as the cause of 
lmperfections in castings, and sit down and 
congratulate bimself that he is blamed glad 
it “aint me.” “LT ain't responsible: it is the 
shrinking iron.” Shrinking iron is easily dic 
covered by casting some test pieces.—L. 
Jewett. 


New Buildings and Enlargements. 
Taylor & Son, Springtield, Ohio, are build 
nea foundry TOx350 feet. 
The ‘Titusville Lron Works are 


ew building, SOx2S2 feet. 


erecting a 


Phe O. S. Kelly Company will erect a 
hew foundry at Springfield, Ohio. 
The Eclipse Foundry Company, Belleville, 
Iil.. is building a large new foundry, 
C. B. Cottrell & Sons are building an addi 
tion to their foundry at Westerly, R. 1. 
The Champaign (1k) Machine & Supply 
Co. has added a foundry to its plant, 
Aisthorpe & Hlatchman, Norwalk, 


are erecting an addition to their foundry. 


Conn... 


Clinton Buraham will employ from 75 to 
14 men at his new foundry in Milwaukee. 















nN 
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Baker & Shorten ndadi 
on to their foundry at Schuylerville, N.Y. 
The Malleable Works, at New 
am: Ct, HOxX6OO feet to thie 
Camden, Me., 


foundry for the 


Will erect a large 


lron Brit 


Will add foundry. 
Knewlton Bros., are enlarge 


ne their second time re 


cently. 


The Baker Mfg. Co.. Evansville, Wis.. lias 


commenced the erection of a new toundry, 
TONDO feet, 
The Missouri Malleable [ron Co., 


Will add one-third to its capacity, em 


ast St 
Louis, 
plov'ng 250 more men. 

The 


Pittsburg, 


Pennsvivania Car Wheel Works. 


Will increase its capacity from 


3000 to G80 wheels daily, 


Grround has been broken for the large ad 


dition to the Stanley G. Flagg & Co.'s iron 


Pottstown, Pa, 
The Muncie Works 


has added $25,000 worth of equipment, and 


foundry, in 


Foundry & Machine 


Will employ 30: more men, 


The American Steel Casting Co., Sharon. 
Pa. will erect a new Dtilding and add one 


more furnace to its plant. 
The 


its capital stock 


Niles, Ohio, Boiler Co. will increase 


from S2B5.000) to S50,000,. 


The foundry will be enlarged. 
The National 


organized, has 


Foundry Company, recently 


purchased and will put in 


operation the old car works at Erie, Pa. 
Alex machine 


Adaimson’s and 


Akron, ©), 


foundiy 


will be enlarged SOx 100 


slop. 

feet, two stories, thus doubling the capacity. 
It has been decided to operate to the full 

capacity the plant of the United States Cast 

Iron Pipe & Foundry Co... at West Superior, 

Wis. 

Logan, for the Pennsylva 


Aude attorney 


bia Railroad, will, with others, establish a 
steel foundry, to employ 250 hands, at Phoe 
nixville, Pa, 

The 


clbniath O}, 


Queen City Foundry Company, Cin 
is erecting an S11.000 foundry on 
the corner of Spring Grove avenue and Ala 
bata street, 

A. D. formerly 
Pump Works, Buffalo. has built 


a brass foundry at Perth 


(sordon, with the Snow 


Steam and 
pul into operation 
Amboy, N. ¥. 
The pattern house of 
Works, at 
by a 


the Lake Shore Tron 
Mich... 


Several 


Marquette, Was wrecked 


storm June 1. thousand dol 


lacs damage was done, 


The shops of the State Agricultural Col 


lege, at Manhattan, Kan. which inelude a 


brass and iron foundry, will be enlarged, the 


additions to cost S16.000. 


Frank B. WHlixms and Thos. C. Booth. 
of Worcester, Mass... are organizing a new 
feundry company in that citv. The build 


inv is to be of brick. 1O0Ox50 feet. 


Peoria, UL. manufacturers ere negotiating 


With two companies for the establishment 


of a malleable iron plant there, loeal con 


stunption being sxbout 20 
The 


purchased the 


tons daily. 


Edgar Foundry, of Mobile, Ala.. las 


outfit of patterns 
Woodbridge 


Memphis, Tenn. 


complete 
and castings of the Stove Com 
Pany, at 


1. 


The name of the 


Company will be cha Mobile 


Works. 


heed to 


Stove 


Work has been begun on the nuew foundry 
Rockford. Uh It 


With steel 


of the Emerson Co., will 


be SBnv35 feet. iruss roof: eaves 


“0 feet from the ground. The wood shop, 


which will le erected soon, Will be FOxpoo 


feet. four stories high, 


Fires and Accidents. 


Glover Bros. foundry, at Frankford, Pa... 


did S250 damage on June 13 


O'Rourke's foundry, at Peoria, Tbh, was 
damaged S500 by fire June 6 

The Central Tron Foundry, Lynn, Mass.. 
Was damaged S500 by fire June 21. 

Myers & Hyslop’s foundry, Troy, N. Y.. 
Was slightly damaged by fire June 19, 

Fire at Strothman Bros. foundry, at Su 
perior, Wis., June S, did slight damage. 

The Western Tron Works, of Butte, Mon 
tana. were burned on June 6 Loss, SSO.000, 

The Schwartz Foundry, at Alma. Mich., 
Was destroved by tire June 11 Loss, S1.000. 


The New England Stove Foundry, Taun 
ton, Mass.. was damaged $5,000 by fire June 
It, 

Ie Jones & Sons’ foundry, VPittstield, 
Mass was damaged by tire, slightly, on 


June 16 


struck the Noshkoro  (Wis.) 


roof and 


Lightning 


foundry June 9 burning away the 


damaging much machinery 


Fire at the Erie Foundry, Erie, Pa. on 


June 5, did S500) damage rhis is the see 


ond fire at that place recently 
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ire damaged the foundry and plant of 
the J. G. Wagner Company, Milwaukee, 
Wis. to the amount of $30,000, on June 7. 


Fire did 


of the J. G 


$20,000) damage to the foundry 
Wagner Company, who operate 
Works, at Milwau 


the Milwaukee Bridge 


kee, Wis., on June 8. 

The Birmingham Machinery and Foundry 
Ala., 
S200.000 by fire on the 
June 21. An 
ried on the plant. 


Company, of Birmingham, suffered a 


morning of 


loss of 


insurance of S50.000 was car 


Kk. M. Burr's foundry, at Champaign, TIL. 
was burned on June 5, causing a loss of 
$10,000. Work was immediately begun = in 


rebuilding, and the foundry will probably 


be in operation before many days. 

A workman by the name of Anton Mod 
dead in the EK. P. Allis 
foundry at Milwaukee in the early morning 


jeysky was found 


of June 20. It is thought to have resulted 


from aecidental contact with an electric 


wire 
The foundry of the Milwaukee Bridge and 
Works, in 


bv fire June 8. 


Tron Milwaukee, was destroved 
The loss is about $25.000. 
to the Water 


from fire on 


One hundred dollars’ damage 
ville (N. Y.) 
June 4. 


foundry resulted 


The foundry of Burns, Silver & Co.. man 


ufacturers of furniture hardware in Bridge 


port, Conn... was destroyed by fire June 1, 
Hot 


building is he 


causing a loss of $6,000. metal that 


roof of the 
lieved to have caused the fire. 


lodged on the 


Petiinos Bros.’ mill. at 
together 
Juné 16. A 


tramp, Who had been chased from the prem 


foundry facing 


Frecmansburg, Pa. was burned, 


with several stock houses, on 


ises, Was seen to enter the building shortly 


before the fire. The owners estimate their 
loss at $10,000.) The mill and machinery is 
owned by the Weiss estate, who carry $6,000 


insurance, which covers their loss. 


At 9:50 o'clock on Saturday night, July 2 


the force of men engaged in welding the 
joints of rails for the street car company. on 
N. Pennsylvania street, Cincinnati, O.. 
just finishing the day's work and the bottom 


of the 


was 


portable cupola was dropped. when 


instantly a terriffe explosion 


quantity 


oceurred, 


throwing a large of molten iron 


and burning several people 
Robert Tu. 


high in the air, 
badly. Mr. 


Higginbotham. of 











IKKansas City, who was foreman of the gang 
of workmen, was so badly burned that his 
recovery is considered doubtful. 

Jacob Belleville, 
the body; will recover. 
Wehelen, 

Harry 


Voehner, burned about 


Jas, Cincinnati; not serious. 
Mrs, 


burned, 


Graham, Delano, shoulder 

George Zehman, Cincinnati, slight. 

Harry Heath, a traveling man, leg badly 

burned. 
Whatever 


for this deplorable accident it is simply cer 


navy be the theroies advanced 
tain that it was caused by dropping the bot 
tom and letting the contents of the cupola 
fall on a wet base. 

Ii would be interesting to know whether 


or not Higginbotham was an experienced 


founder. If not, the company that employed 
him ought to be made to pay such a fine as 
will against 


insure their employing an in 


competent man in such a responsible posi 


tion again. 


Among the Foundries. 

The Patterson Foundry Company, of East 
Liverpool, Ohio, has heen incorporated. Cap 
ital S100,000, 

The 
Ind... 
to get 

The 


pany, 


Home Stove Company, Greenfield, 


is removing to Indianapolis, in order 
better railroad facilities. 


Chicago Hardware Foundry Com 


Chieago, certified to an inerease in 
capital stock from 85.000 to $15.000, 
The 


been 


Franklin Foundry Co., Chicago, has 


incorporated with a capital stock of 


$11.000. and HI. A. 


Incorporators, Ralph T., 


Wayman and William Street. 


The entire foundry outfit of the 


Salem 


plant in 
Ball & 
Company has been sold to the Crescent Ma 


formerly operated by W.. J. 


chine Company, of Teetonia, Ohio. 


KE. & T. Fairbanks & Co.. Fairbanks Vil 
lage, Vt.. have completed the addition to 
their foundry, making room for ten more 


men, Who are already at work there. 


It is reported that the United States Cast 
Pipe «& 
the Newport 


Tron Foundry Company will reopen 
the Addyston 


Works, giving employment to 200 men. 


branch of Pipe 


The Chester Steel Castings Company. 


Samokin, Pa., will greatly enlarge its plant 


They purpose to add 80 feet in length and 


50 in width, and to place two new eranes. 
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Ebenezer Ilyde, who was formerly inter 
ested in several large foundry companies, 
by going into voluntary bankruptey, had 
$541,000 in debts wiped out. Ile had no 


assets, 


The Diamend Iron Works, of Minneapolis 
Minn.. is doing a very heavy business this 
senson, the best they have ever hal. The 
works are being enlarged and improved in 
various Ways. 


The Sharpsville Foundry, Sharpsville. Pa.. 
which has been idle the past two years, lias 
passed into new hands and will be placed 


. ° 1 
in operation as soon as repairs can be made, 


wploying 500 men, 


The Niles (Ohio) Boiler Co. will at once in 
crense the size of the foundry plant) and 
make many other improvements. The cap 
ital stock of the company will be increased 


from, S25,.000 to S35.000. 


The Bielen Foundry and Machine Co.'s 
plant, St. Joseph, Mo., has elosed down, pro 
coedings in bankruptey having been insti 
tuted by ereditors. Liabilities, $20,000; as 
sets, 815.000. No preferred creditors, 

The Reynolds-Chalon Foundry Company. 
of Troy, N. Y.. has leased the Burdetts 
Smith & Co. foundry at the corner of Sey 
enth and Ingalls avenues, and will increase 


the number of employes from 40 to SO 


The Arthur Fritsch Foundry and Machine 
Company, St. Louis, has filed an application 
for ineorporation. Tts capital stock is S1 
fw. paid up, and Arthur Fritsch, Lydie 
Fritsch and Charles Weber are the stock 


holders, 


The assignee of the late A. J. Boyvee has 
sold the Tndustrial Foundry and Machine 
Werks, at East Liverpool, O.. to a) syndi 
cate of manufacturing potters for S16.675.50 
The syndieate also has an option on the Pat 
terson Foundry and Machine Works 

(seorge D. Grannis, contractor and manu 
facturer of excavating machinery, has pur 
chased property in Fayetteville, N.Y 
known as the eld foundry, and will utilize it 


’ 


menufacturing exeavating machinery 


Twenty hands will be employed at the start. 
The town council of St, Albans, Md.. las 
accepted the proposition of G. TH. Holliday. 


of Manrchester, O.. to remove his foundry 


from the latter place to St. Albans. The 


town council agrees to give Holliday 385.000, 


and it return he is to furn 


used In mnaking streets 


Cloyd Marvin has purehased the interest 
of P? B. Morrison in the foundry and ma 
chine shop of Teck & Morrison, on Pair 
street, Findlay, Ohio The firm name will 
hereafter be ilecek & Marvin The shops 
are to be improved and repaired immedinrte 
le new firm Mr. Morrison las been 


ecornnected with the tirm for about seven 


rhe Quincy Stove Foundry Company, 


Quiney, Ill. held its tirst form 


al meeting last 


hight and elected officers for 


the ensuing 
yes is follows: Presid é Joseph La. 
Sheridan: vice-pr sident, Nicholas Kine: 


secretary, A. TL. HWeidbreder: treasurer. TI 
C. Sprick: directors, August  Heidbreder. 
William Figgen. J LL. Sheridan; Hi. ¢ 
Sprick, Edw. Sohm, Aldo Sommer, Bo HL. 


Brackensick, S. W. Heaney. N. King 


\n Erie, Pa... item says \ syndicate of 
Warren business men are concluding nego 
tintions for the establishment in this «itv of 


the National Foundry Company. Those who 


are identified with the move are Kk. DD. Wet 


more, J. P. Jefferson, S. B. Wetmore, W. D. 
Hinekley and R. FP. Van Dorn. The initial 


move in this city has hee nade by the 
purchase of the car works property The 
capital of the new concern has been placed 


at SLOOO00O, and a large number of men will 


be emploved 


Frank B. Williams, foreman in the Cromp 
ton-Knowles Loom Works. and Thomas T 
Booth, purchasing agent of the same con 
cern, both of Worcester, are about to open 
2 new foundry in’ Worcester Mass The 
foundry is to be erected on Taimter street, 
newer Gardner, next to the Rice sarton & 
ales Company's plant lt is the plan just 
now to put the stock of the company on the 
market, The new « MNETAN will do all 
kinds of work, utilizing a vee of from LO 


to 30 molders 


The Virginia Coal & Co ( has bought 
the Crane Tron Company's furnaces, and the 
Radford Pipe and Foundry Works, at Rad 
ford, Va... and has started » both plants, 
Which have been idle for some time. The 
Watts Steel and Tron syndicate at Middles 


boro. Ny recently taken nto the above 


combination. has withdrawn and the old 


owners have been put in pessession of the 
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property by the Kentucky courts A law 


suit will ensue, as the property 


half dollars. 


represents a 


Valuation of a million and a 


Kansas City will soon have the Tnargest 
sush weight foundry in the United States 
\t present there is a foundry in Chicago 


Which has a capacity for eighteen tons of 


sash weights daily. but when George Pugh 
finishes the addition he is building to his 
foundry he will be able to turn out every 
day twenty tons of these homely but con 
venient articles, An addition, 55x140) feet, 

being added atongside Mr. Pughs present 


foundry, which will elso be extended as far 
at the rear, making the completed plant 105 
X140) feet In size. 

Personal. 
Win Fisher, of Elizabeth, N. .. 


Harlan 


ligis 


taken the position of foreman at the 
& Pollingsworth foundry. 

J. W. Henry. of Gibson City, TL, has ac 
cepted the position of foreman of the Cham 
paign Machine & Supply Company's foun 
i Champaign, 1. 

Lewis Bellows, for the last 19 -vears con 


Deane Steam Pump Com 
Mass... 


wk sales manager. 


nected with the 
Holvoke, 
New \ 


pany, of has resigned his 
yy fom oas 
been appointed 
Warder, 


& Glessner Company, Springtield, Ohio, to 


Charles LL. Bauer has 


venernal manager of the Bushnell 


sueceed his father, Charles A. Bauer, who 
died June 12 

Abel Rothrock, who for seven vears las 
been foreman of the Tarlan & Ulollings 
worth foundry at Wilmington, Del. las re 
signed and lias taken a similar position tm 


a foundry at Tioga 


Denison, who had charge of the 


Machine 


Creorge Ly 


foundry of the Atwood Companys 


at Stonington, Conn... for nineteen years, 
has gone to Mystic to assume supervision of 
Machine Com 


the foundry of the Standard 


pany there. 


Win. Puch, 
of Wlarlan & 


lately a molder in the employs 
Hollingsworth, las accepted 
the position of foundry at Eliz 
abeth, N. J... Win. Fisher, 


e former foreman, having accepted a like 


foreman of 
made vacant by 


position with the Harlan & Hollingsworth 
Conipany, at Wilmiagton, Del. 
Deaths. 
Captain John Y. Wren, who conducted a 
fourdry in’ Plymouth, Pa... for many years 


succeeding the civil died at that 


ol April 14, 
Isane 
facturer, 


war, place 


aged 77 vears, 
G. Johnson, awell-knewn iron manu 
at his home = in 


died on June 3d, 


Spuyten Duyvil, where in 18523 he erected a 


large plant. He was one of the first to per 
Inalleable iron. In 
the Delatield 


Inanufacture of stec! 


fect the manufacture of 


the civil war he made vun 


Later he took up the 


castings for gun mounts, and also invented 


aocap for projectiles which proved valuable 
Ile leaves five sons 


in the war with Spain. 


Who will continue the business. 


On June 3 Isaae G. Johnson died at his 


home in Spuyten Duyvil, in his sixty-eighth 
year. Born in Troy, the son of Elias John 
son, he graduated in 1S48 at the Rensselaer 


Polytechnic Tnstitute, two winters to 


sive 
special studies in Philadelphia, and soon en 
tered upon the manufacture in’ Spuyten 
Duyvil of inalleable iron, largely supphinted 
Ilis 


inventiveness, as 


in later vears by steel. scientific at 


tainments and well as en 


ergy and sound judgment, secured prosper 


itv in business and a place on the boards ot 


banks and insurance Companies. In recent 


years he was interested in) projectiles and 


secured a patent for a cap for armor pierc 


ing shell, which was purchased by the Navy 


Departinent and proved its value in the de 


struction of Admiral Cervera’s fleet lis 
five sops were associnted with him in) busi 
ness and he lived among them like a patri 


areh. 


Combinations—How the Foundrymen Are 
Affected. 


BY SAM DUE. 
(Written for The Foundry.) 
affected 
and ar 


Combinations and trusts have 


prices on nearly all the materials 


ticles which foundrymen are compelled to 


buy and Use. 

The 
chance of getting out of paying the advance 
that all 


foundryvmen cannot kick with any 


} 


il) prices, and so long as they know 


line are compelled to pay 


others in the same 
the advance they domt complain. 
The 


siutistied, is 


advance in price of pig iron, all are 


not caused by any combination 


of manufacturers or dealers, but by actual 


Not so in regard to plumbago and 
that 


demand, 


crucibles, Every indication points 


these articles are controlled by importers of 
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lumbago in New York and London, and the 


nnufacturers of crucibles throughout the 


ountry. 

Plumbago, the article used by foundrymen 
vhich has the high fire test, all comes from 

fast India; the advance in the crude on this 

aterial is 100 per cent, and this price is 
aintained by all importers. It would stand 

o reason that to protect themselves the cru 

ible manufacturers and refiners of plum 
mgo were compelled to advance their prices 
or cheapen their product) by adulteration. 

Phe crucible manufacturers combined and 
aised the price 100 per cent. The leading 
refiners of plumbago who are principally 
what are termed foundry facing and supply 
manufacturers are now in hands of promot- 
ers, nnd it is almost a sure thing that very 
shortly we will hear of them as the Amer 
enn or National Foundry Supply Company. 
If this combination is effected there is - a 
strong probability that not only retined plum 
bago will advance, but also the full line of 
facings and blackings. 

The majority of the plumbago  or- silver 
lend that foundrymen are buying at present 
is so adulterated that hardly a gloss is to 
be seen in the mixture. Pure plumbago or 
silver lead can be obtained, but at such 
prices that it is very seldom considered. 

The price of coke is firm, and one of the 
largest combinations the country has ever 
seer is about formed which will control the 
largest coke company in the world. This 
would indicate that very soon this very 
hecessary material in the foundry business 
Will advance in price, and very considerably 
at that. 

Next comes the tools used by the molders. 
The shovel trust has complete control of the 
price of shovels, and while they are now en 
joying extremely high prices they hardly 
ever let a month pass that they dont push 
the price up a dollar a dozen. 

One of the largest manufacturers in this 
country has notified the trade that the prices 
in their catalogue are no good any more, as 
they are lower with all discounts off than 
the trust prices at present. 

A prominent dealer told me the other day 
that he made more money on shovels before 
the trust was formed, when he sold them at 
about half the price he is compelled to get 
for them now. 

Other goods that are higher are riddles, on 
account of rise in prices of Copper and wire. 


Bellows, because lumber, leather and tacks 
are up, 

Wire and bristle beushes,  tlasks (hoth 
wood and irom), cupolas, ladles, wheelbar 
rows, ete. ete. 

While the advance in prices is readily got 
ten, it is also true that every concern manu 
facturing the various articles enumerated, 
have all they can do and are behind in or 


ders, 


The progress of these combinations is 


Watched with considerable interest, and 
While it compels the foundrymen to advance 
the price of their produet, i s to be hoped 
that some advantage to them will be rotten 


out of it, 


We have received the catalogue No. 3 of 
the Stanton Heater Co, of Martin's Ferry, 
O. The book contains extended information 
about the warm air furnaces manufactured 
by the company. 


The Hussman Crucible Company has been 
reorganized, and its general ottices have 
been removed te Chicago Phe 


hide 
ent of the factory at Mascoutah, LIL, still 
remitins in charge of the president, Mr. Ar 
hold Tlussiman. 


Supplementary Catalogue No. 15, of the 
J.D. Smith Foundry Supply Co., Cincinnati. 
Ohio, tells all about wheelbarrows and 
trucks for handling iron and coke. It is a 
Ox-inch booklet of S pages, and fully illue 
trated. Another S-page booklet from the 
saime firm illustrates metal pattern letters of 
Various styles and all sizes 


The B. FF. Sturtevant Company of Boston, 
Mass., has issued a book, 7x0 inches in wize. 
and having 54 pages containing the names 
of what they call "2.500 witnesses:” “being.” 
to quote from the book, “a list of buildings 
and sundry steamships wherein the Sturte 
vant system, or apparatus, has been in 
stalled for the purpose of ventilation and 
heating. 


The Whiting Foundry Equipment Co. have 
lately received an order from the MeCor 
mick Harvesting Machine Co. for four ad 
ditional No, 9 cupolas, each having a capac 
ity of 1S tons per hour These are in addi 
tion to two similar cupolas installed some 
months ago. This forms the largest melt 
ing plant of any foundry in the country. 
Besides, this company has lately furnished 
the Pennsylvania Railroad Co. with one of 
their No. 10 cupolas for the Altoona shops, 
and will soon make shipment of a No. 5 
cupola to the Westinghouse Brake Co., St. 
Petersburg, Russia. 











246 “TAEFOUNDRY. 






NOTICE! 
Advertisements in this column, 30 cents a line for 
each insertion About seven words make a line. The 
Cash and Copy should be sent to reach us not later 
than the 20th to insure publication. 
Answers addressed to our care will be forwarded. 


TO SUBSCRIBERS 


appear on our subscription list, we will 
give one free insertion under this heading to those in want 
of positions, the advertisement to occupy a space of not 


whose names 





more than t s. Additional space or insertions must 

be paid for in advance at regular rates. 

rFOR SALE—One Neo. 4 Roots blower; in 
good order. Address Box 272, care THE 
FOUNDRY. 

KOR SALE—four ten-ton jib cranes, with 
jib 27 feet long, in good order, for sale 
cheap. Address Dawes & Myler, New 
Brighton, Pa. 

WANTED—One No. 4 Roots Blower. State 


condition, age, ete., and lowest price for 
Address Emerson Mfg. Co., 


spot cash, 

Lawrence, Mass. 

ROR SALE—One  15-ton — structural iron 
crane, hand power, equal to new. lor 


particulars and prices address Vulcan Lron 


Co., Ltd Newcastle, Pa. 
WANTED—Foreman for malleable iron 
foundry. Up-to-date man, State exper 
ence, age and salary expected. Address 
Box 204, care THE FOUNDRY. 
WANTED—Vosition as superintendent of 


foundry by experienced manager, Spe 


cialties, chilled plows and agricultural ma 


chinery. Address Box 281, care THI 
FOUNDRY. 

WANTED Position as foundry foreman; 
have had 15 years’ experience on marine 


engine work. ‘Tuoroughly understand 
handling men, Address Box 285, care THE 
FOUNDRY. 
WANTED molder, who can 
take charge of foundry as foreman, One 
familiar with machinery molding 
work desired. Address Box 512, 


Crood, sober 
Who ois 
and core 
Leetonia, O. 


WANTED—A molder with small capital to 


take ap interest in foundry in saw mill 
belt of South Ark. Will make it of inter 
est to right nian. Address Box 288, care 
THE FOUNDRY. 

FOR SALE Pwo second-hand foundry jib 


cranes, 2 and 5 tons capacity, hand cranes, 
built of wood and iron. Blue print and 
prices on application. Address James 
Leffel & Co., Springtield, Ohio. 

FOR SALE Cheap, lot of well finished pul 
ley patterns in halves; sizes ranging from 
4 to 24 in. diam., up to 10-in. face. Very 
viluable for foundry doing jobbing work. 


Address, Box 282, care THE FOUNDRY. 
WANTED—Position as foreman of foundry; 
used to handling men, mixing and melting 


iron. Prefer shop running on special work, 
with firm that can recognize ability and 
good work. N. E. preferred. Address box 
200, care THE FOUNDRY. 

Position as foundry foreman; 
practical molder, understand all 


WANTED 
am a 





foundry work, also radiator business in ali 
its details. Have been very successful 
in handling men. Reference furnished. 
Address, Box 287, care THE FOUNDRY. 
WANTED—A malleable iron foundry to lo 
cate near Chicago. Inducements: A guar 
anty of not less than 1,500 tons the first 
year; and, if corporation is right, can place 
$20,000 to $25,000 of the stock. Address 
M. Smith, 57 N. Desplaines street, Chicago, 
Ill. Box 279. 
WANTED—Assistant foreman for brass 
foundry employing about fH) =o molders. 
Must be thoroughly competent, and able 
to take charge in absence of foreman. Ad 
dress, stating age, experience and wages 
expected, Brass 


Foundry, Box 2S6, care 
THE FOUNDRY. 
WANTED—Agencies. Well-known, _ first- 


class commission agents, established in 
Brussels, desire agency for articles likely 
to have market on the continent. Engin- 
eering, electrical, or hardware trade pre 
ferred. Best references. Apply to V. H 
B., 1899, Iron Age Office. 
WANTED—Foundry foreman who is com 
petent to handle small malleable shop in 
connection with regular foundry. Must 
be a man who thoroughly understands the 


Inalleable business and is competent to 
take full charge. Good position for the 
right man. Address Box 292, care The 
Foundry. 

WANTED—A thoroughly competent man to 


fill position of assistant 
foundry ; 


foreman in large 

principally railroad 
work; steady employment and chance of 
promotion to right) man; give reference 
and full particulars as to past experience 
and selary wanted. Address Box 29S, 
care The Foundry Publishing Co. 

WANTED 


castings 


Competent foreman pattern 
Inaker, Who has had experience on car 
work and car wheels principally, and 
capable of handling shop employing from 
three to five patternmakers; give full par 
ticulars regarding past experience, refer 
und salary wanted. Address Box 
206, care The Foundry Publishing Co, 
WANTED—Competent, all-round machinist, 
capable of taking charge of small machine 
shop employing from six to ten men; one 


ences 


Willing to do active work and supervise 
repairs in connection with large plant; 


give full particulars regarding past ex 
perience, references and salary wanted; 
permanent employment to right man, Ad 
dress Box 297, care The Foundry 

‘OR SALE OR RENT 
Junction 
Worcester, 


The old established 
Foundry, in the lively city of 
Mass. Thoroughly equipped, 


plenty of business at good — prices, spur 
R. R. track; everything unloaded from 
cars. Capacity, about 300 tons per month. 


Terms reasonable. Present owner has too 
much other business. Address A. B, Da- 
vidson, Leicester, Mass., or inquire of 
Frank Bulkeley Smith, No. 345 Main st., 
Worcester, Mass. 

















